








‘<J’d need labor at 4Q)§ an hour 
if we didn’t have top charging 


on our furnace” 





This foundry superintendent pays top wages. But 
he recognizes that, without the time and labor- 
saving help of his top-charged, Lectromelt Furnace, 
he couldn't compete. “If we didn’t have it, we'd 
ask Lectromelt to rebuild our furnace to include 
top charging.” 

Another user reports that, on a 50-ton Lectromelt 
Furnace, thirty minutes to an hour are saved on 
a six-hour cycle, producing 10% more steel on a 
monthly average. Still another says they top-charge 
12,000 pounds in five minutes, compared to thirty 
minutes with an old door-charged furnace. 

Whether your job is melting, refining, smelting 
or reduction, Lectromelt engineers can tell you how 
to do it faster and cheaper, while also improving 
quality. For this help, write Pittsburgh Lectromelt 
eet Nertwed ve, 16 32nd St., Pittsburgh 30, Pa. 


Manufactured in . . . CANADA: Lectromelt Furnaces of Canada, Lid., 

Toronto 2... ENGLAND: Birlec, Lid., Birmingham... AUSTRALIA: Birlec, Lid., 

Sydney... FRANCE: Stein et Roubaix, Paris ... UM: S. A. Beige Stein 

et Roubaix, Bressoux-Lliege . . . SPAIN: General Electrica Espanola, Bilboo 
.. ITALY: Forni Stein, Genoa. 





TWENTY FIVE 
POUNDS 


10 ui 
ae 








MOORE RAPID 
WHEN YOU MELT... 


ONE HUNDRED FIFTY 
TONS CAPACITY 





A very merry Christmas 


to you and yours 


That is the glory of the spirit of Christmas. 
It triumphs over all obstacles: it breaks down 
all barriers; it flourishes in all countries and 
in every heart. For the spirit of Christmas 


fulfils the greatest hunger of mankind. 


—Loring A ° Schuler 


The FEDERAL FOUNDRY SUPPLY Company 


* * CLEVELAND 5, OHIO * * 
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get 
CLEANER... 


SOUNDER... 
BETTER 
IRON CASTINGS 


i rogressive foundries throughout the country have standardized 
on Purite as their desulphurizer and cupola flux for improved iron 
castings. And their reasons for this practice are seven-fold. 


1 Purite gives 100% fluxing action in the cupola — 
100% desulphurizing action in the ladle. 
Purite gets to the iron faster —no quicker desul- 
phurizer made. 
Purite is time-tested and proven for unsurpassed 
desulphurizing uniformity. 
Purite comes in 2-lb. pigs — no weighing or meas- 
uring required. 
Purite is 100% pure fused soda ash — you do not 
pay for inert materials. 
Purite does not crumble — no waste — no dust. 


Purite can be shipped in bulk carloads at substan- 
tial savings over bag shipments —is easily stored 
without deterioration. 


These benefits prove why Purite enjoys such widespread accept- 
ance among iron foundries as the foremost cupola flux and desul- 
phurizing agent. Write today for full information on how the quality 
of your iron castings can be improved with Purite. Mathieson 
Chemical Corporation, Mathieson Building, Baltimore 3, Md. 


PURITE 100%, fused soda ash. The Scientific Flux 
for Better Melting and Cleaner Iron. 


PURITE is sold by all leading foundry supply 
houses in the United States and Canada. 
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a Molten magnesium is poured directly from melting 
crucibles at Ford Aircraft Engine Div., Chicago, with 


the aid of modified standard pouring lad‘es commonly 
found in ferrous foundries. The 425-lb capacity melting 
crucible rests in the ladle shell on the same ears that sup 
port it in the furnace. Iwo screw clamps hold it, spacers in 
the shell center the crucible. Ladle shell has no bottom 
has three legs to accommodate long crucible during transfer 
between furnace and shell 


Published monthly by the American Foundrymen’s Society, Inc 

616 S. Michigan Ave., Chicago 5. Subscription price in the U. § 
Canada and Mexico, $3.00 per year; clsewhere, $6.00. Single copies 
§ Entered as second class matter July 22, 1938, under Act of 
March 3, 1879, at the Post Office, Chicago, Ilinois. EASTERN 
REPRESENTATIVE—C. A. Larson & Associates, 254 West Sist St 

New York 1, N. ¥. CENTRAL REPRESENTATIVE-—R. E. Cleary, 
Commercial & Savings Bank Bidg., Berea, Ohio. MIDWESTERN 
~H. Thorpe Covington Co., 677 N. Michigan Ave., Chicago, Il 





MAKE YOUR PRODUCTION MUSHROOM! 


THIN-SHELL SAND MOLDS AND CORES GIVE 


you 


MORE, BETTER CASTINGS PER TON OF METAL POURED 


Here are sound reasons why thin- 

shell sand molds and cores bonded 

with BAKELITE Phenolic Resins in- 
crease the yield of sound castings... 

@ Finer-grain sands provide well- 
nigh pattern smooth castings, min- 
imizing finishing. 

@ High porosity of shells allows free 
escape of gases, virtually elimi- 
nating gas pockets. No burnt-on 
or burnt-in sand on metal. 


Dept. CU-39, BAKELITE COMPANY, 


@ Integral guide pins and holes as- 
sure positive, accurate registra- 
tion of mold halves at all times, 
thus eliminating the necessity for 
mold shift allowance. 

@ Tolerances of .002 to .005 inches 
per inch drastically cut finishing 
of castings. 


A Division of Union Carbide and Carbon Corporetion 


30 East 42nd Street, New York 17, N. Y. 


Please mail my free copy of the Booklet K 10, “BAKELITE Phe- 
nolic Resins for Foundry Molds and Cores.” 


Name 
Compony.___ 


Street 


Add to these advantages: Tamping 
and vibrating of sand no longer nec- 
essary, thereby extending life of pat- 
terns...ninety per cent less sand 
required . . . molds and cores are 
strong, moisture-resistant, stable, 
with long storage life ... floor space, 
time and money are saved. 

For complete information on 
BAKELITE Phenolic Resins for bond- 
ing thin-shell sand molds and cores, 
fill out and mail the attached cou- 
pon today. 


BAKELITE 


TRADE-MARK 


PHENOLIC 
BONDING RESINS 


BAKELITE COMPANY 


A Division of 
Union Carbide and Carbon Corporation 


30 East 42nd Street, New York 17, N.Y. 
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.-- for A. Y. McDonald’s many products 


from 


*0cKiNe ACTION DES IT! 


these Detroit £ocxin® Electric Furnaces 


Na sists eal 
Seven Detroit Rocking Electric Furnaces 
in the foundry of A. Y. McDonald Com- 
pany, Dubuque, melt the brass used in the 
products of this well-known manufacturer. 


In this plant, as in hundreds of others 
throughout the country, Detroit Electric 
Furnaces deliver high-quality, uniform 
melts with great speed and efficiency day 
after day. 

ROCKING ACTION 


This exclusive feature makes for faster 
melts, more economical use of heat, mini- 
mizes the possibility of segregation. Close 
control of the rocking cycle, possible with 


these furnaces, means more exact control 
of melt characteristics, duplication of de- 
sired results through melt after melt. 


RESULTING ECONOMIES 


Better melts mean better castings, fewer 
rejects. More complete use of power means 
lower power costs. Better design results in 
less down time, lower maintenance costs. 


Detroit Electric Furnaces are available in 
capacities from 10 to 4000 Ibs. for ferrous 
or non-ferrous melting. Send your data. 
Let us show you the benefits you can have 
with Detroit Electric Furnaces! 


DETROIT ELECTRIC FURNACE DIVISION 


KUHLMAN ELECTRIC COMPANY - 


BAY CITY, MICHIGAN 


Foreign Representatives: In BRAZIL—Equipamentos Industrias “Eisa’’ Ltd., Sao Paulo; CHILE, ARGENTINA, PERU and VENEZUELA: 
M. Castellvi Inc., 150 Broadway, New York 7, N. Y.; MEXICO: Casco, S. de R. L. Atenas 32, Despacho 14, Mexico City, D. F. 
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DINGS NEW Wail MAGNET 


Improved 


these ways:--:: 


BIG IMPROVEMENTS LIKE: moisture-proof, shock 
resistant all welded construction ¢ A finer insulat- LOW HEAT RISE 
ing compound—vitally important because of its MEANS MORE LIFT! 
ability to dissipate strength-sapping heat * Four 
point chain suspension—another Dings exclusive— 
for less swinging and tipping, bigger loads and 
much better all around control ¢ Scientifically bal- 
anced magnetic circuit—the crux of a great magnet 
—means all magnetic strength into the lift. Proof , 
of this lies in the extremely low heat rise. 

z i 
LITTLE IMPROVEMENTS LIKE: protector plate ESR y 
guards, waterproof, shatterproof, jerk resistant A DOZEN NEW FEATURES 
molded neoprene neck cable connectors, tamper- KEEP IT THAT WAY! 
proof sealed terminal box and many, many others. 


THEY ALL ADD UP TO: the new Dings lifting mag- Get Details on Why This New 


net—successfully designed for lighter weight, big- og gerd more, sania, 
- 2e iow for 


ger payload and longer life. the Lifting Magnet Catalog. 


DINGS MAGNETIC SEPARATOR COMPANY 


4714 Electric Ave., Milwaukee 46, Wisc. 


Dings Magnéla 


World's Largest Guilder of Electric and Non- 
Electric Magnetic Separators for All Industry 
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CASE HISTORY £134 


A producer of steel castings, melting with 1,000 Ib. high-frequency furnaces 


. . . 800 to 900 cycle . . . averaged about 95 heats with his melting equipment 


before it became necessary to reline. 


600 Ibs. of material, rammed between the coils and a wooden center plug, 
was needed to give a wall thickness of about 2'2”. The furnace normally ran 
for about 28 heats before patching was required. Subsequently, by intermedi- 
ate patching, the total of 95 heats was reached. 


HY TEMP REFRACTO Induction Furnace Ram Mix was then tried in an effort 
to obtain more heats per lining. The initial lining ran 39 heats before patching 


was required. Subsequent patching gave a total of 197 heats. 


The above case illustrates one of many instances of HTR Ram Mix 
superiority. Whether the high-frequency induction furnace pro- 
duces alloy or plain carbon steels . . . be it operated with a 
separate crucible or with a coil lining . . . HTR materials will im- 
prove its production capacity and help lower maintenance costs. 


HTR Induction Furnace Ram Mix, because of its ability to resist 
high temperature stress, permits thinner linings and increased 
melting area diameter . . . reduces “patch” interruption fre- 
quency, thereby lengthening heat-runs to the greatest possible 
extent. The characteristics of low shrinkage . . . excellent work- 
ability . . . exceptional slag erosion-resistance . . . make H*R 
Ram Mix the logical first choice for high-frequency induction 
furnace linings and crucibles. Yes, it pays to specify HTR... 
for best results by far! 


FOUNDRY SAND CO. 


a OE ee ee 
Cull un us Sen Gtder iddesmation cn RO OS : S + BONDING CEMENTS + ELECTRIC FURNACE LININGS AND BOTTOMS 
FRACTORY MATERIALS, formulated for all metals D WEST GRAND BLVD, DETROIT, MICHIGAN 
melting purposes. HTR Service Engineers will be 
glod t> advise you competently on your problems 
‘ * ithout obligation to you 
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CWS ON A 
New Process 





FIRST Piror PLANT 
of 
COTTREL] 
PRECIPITATO R 
Sor cleaning of 
TRON Cupoy, GASEs 


The first pilot plant installation, utilizing a Cottrell 
Electrical Precipitator for cleaning of iron cupola gases, 
had resulted in detailed findings of industry-wide 
importance. On the basis of facts unearthed about 





cupola operation and the study of the design factors 


involved in this project, foundries have already placed RE g EAR ¢ et 


orders for 15 precipitators with Research Corporation. 


Ask your Research Corporation representative ¢ o R p o g A T § ° Pe 


to go over the findings of this first pilot plant 405 Lexington Avenue 
installation with you. His recommendation on your New York, New York 
specific problem is based on 39 years of experience 122 South Michigan Avenue 
in the design and erection of over a thousand Chicago 3, Illinois 


Cottrell Electrical Precipitators. Bound Brook, New Jersey 
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TAKE UP THE SLACK 





FOR CLEAN IRON, BETTER CASTINGS, MORE EFFICIENT CUPOLA OPERATION, USE — { 


Famous CORNELL CUPOLA FLUX 


It cleanses molten iron and makes it more fluid. 

It reduces sulphur, and keeps slag fluid. 

It brings you sounder, cleaner castings. 

It improves casting machinability. 

It keeps cupolas cleaner. Bridging over is — 
eliminated. Drops are cleaner. And by forming a 
glazed or vitrified surface on cupola lining, it re- 


duces erosion. These advantages add up to greatly SCORED BRICK FORM 


reduced down tine and labor for maintenance. 
(Approx. 4 pound brick) 

A boon to gray iron foundries and malleable Femeue Comell Cupsie Plex le pro-meee- 
foundries with cupola operation. vie, WRITE FOR BULLETIN NO. 46-5." 


-> 2 2 2 2 2 2&2 2 2 =| =| 
. | FAMOUS CORNELL BRASS FLUX cleanses molten brass e 
whea the dirtiest bross turnings or sweepings ore used. Y 


1026-1040 MAIN AVENUE, N. W., CLEVELAND 13, —€ peur clean, strong castings which withstand high pres 
Manufacturers of Iron, Sem1-Steel, Malleable, Brass fests and téhe © beeutifel Aeich. The ene of this Mux se 
: : , fate ry . considerable tin and other metals, and keeps crucible ond 
Bronze, Alummum and Ladle Fluxes - Since 1918 v nace lisings cleener, adds te lining life ead reduces maintenance 
a 
A FAMOUS CORNELL ALUMINUM FLUX cleanses molten al 
Are Uy se that you pour clean, tough castings. No spongy or 
.” ALUMINUM Spots even when more scrap is used. Thinner yet stronger se 
L —g 3 


FLUX tions can be poured. Castings teke a higher polish. Exe 
formula reduces obnoxious gases, improves working © 
Trode Mark Registered os Bross cantaine nn metal abtar thie’ Saw ie wend 








How to Improve Parting 
at any Foundry Temperature 


Use “dag” colloidal graphite dispersions. They work 
at any temperature to be met in the foundry ... even 
up to 5000° F. in inert atmospheres. 


Colloidal graphite, when applied to molds, chills and 
patterns, produces an unusually slippery dry film be- 
cause of its peculiar arrangement of atoms. Parting is 
made easy and the film is so thin that critical casting 
tolerances are not affected at all. 


Molds and patterns so treated give superior reproduc- 
tion and smoother casting surfaces. Less finishing is 
required, often none at all. Rejects are fewer and in- 
spection takes less time. Mold life is lengthened. 


“Dag” dispersions can be used, too, for lubrication of 


flask pins, shoulder screws and push pins. They elimi- 
nate binding and stripping, an important saving in 
time and money. 


“Dag” water dispersions also eliminate or reduce the 
choking fumes and smoke usually caused by conven- 
tional petroleum-base parting compounds, thus improv- 
ing shop conditions. 


The use of “dag” colloidal graphite in the foundry 
is explained fully in a new bulletin that is available 
without obligation. Write today to Acheson Col- 
loids Corporation, Port Huron, Michigan, 
for your copy of Bulletin #425-19M. 








a 


Acheson Colloids Corporation 
Port Huron, Michigan 


London, England 


Sand for your 1452 
“SS NGOKUK GNENTAR NOW! 


> 
SX: 


Here’s a beautiful and unusual 
calendar—one that wishes you 
“good luck” all thru the 
year! It's big—22 inches by 
32 inches. It's colorful. It’s 
particularly pleasing to the 
male eye. You'll like this 
calendar. Send for it today! 


Just Fill in and Send This Coupon To: 


KEOKUK ELECTRO-METALS COMPANY 
Keokuk, lowa 


FIRM NAME 
ATTENTION 


ADORESS 


CITY ZCNE STATE | 
4 i 


YOUR KEOKUK CALENDAR WILL BE SENT PRONTO! __/ 
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STUDEBAKER USES Compensating’ AIR 
POURING AND MOLD CONVEYOR HOODS 
FOR BALANCED FOUNDRY VENTILATION 


j 


These photos taken at Studebaker are actual production scenes. Note absence of smoke. 


Schneible Uni-flo Hoods with patented “Compensating” air feature are used 
on Studebaker’s pouring conveyor. Mouth organ type louvres in front, 
furnish air from inside or outside, which “compensates” for dust and smoke 
+ laden exhaust air drawn out through vertical louvres in back. Diagram shows 
air pattern over work area. 

Blast control gates for winter and summer operation allow use of outside 
air to minimize loss of power plant heat in winter and the scavenging of dead 
hot air from under-roof areas for greater comfort in summer. 

These hoods produce better working conditions, more satisfied em- 
ployees, considerable savings in power plant and dust collector load. 


Write for Bulletin 450 for Uni-Flo Hood details 
CLAUDE B. SCHNEIBLE CO. P. O. Box 502 Roosevelt Annex 
Detroit 32, Michigan 
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A Digest at the Production, Properties, and Uses of Steels and Other Metals 


L 


Dita Shei 


Published by Electro Metallurgical Company, a Division of Union Carbide and Carbon Corporation, 30 East 
42nd Street, New York 17, N. Y. @ In Canada: Electro Metallurgical Company of Canada, Limited, Welland, Ontario 





New Foundry Alloy Neutralizes Effect 


Of Varying Section in Gray Cast Iron 


Low-Carbon Foundry ee i Ra ee is a 
new silicon-chromium alloy specially de 
veloped by Erecrromer for the alloying 
of cast iron. It is so balanced in composition 
that it increases the strength and Brinell 
hardness of gray iron, as well as its resist 
ance to wear and corrosion, without increas 
ing the chilling tendency of the metal. 

he alloy has a nominal analysis of 50 

r cent chromium and 30 per cent silicon. 

it has excellent solubility in iron, and the 
fnoculating effect of the silicon content 
makes it possible to add up to | per cent 
@hromium to gray iron as a ladle addition, 
With no appreciable increase in chill depth 
Light-section castings, such as automobile 
and truck exhaust manifolds and stove parts, 
May easily be produced in | per cent chro 
Mium iron by a simple ladle addition of the 
alloy to any base iron that would be suitable 
for casting the same parts in unalloyed iron. 


Effect on Chill Depth 


Fig. 1 illustrates how chill depth was 
affected .by varying additions of the new 

joy to a commercial cupola iron analyz 
ing 3.24 per cent carbon and 2.12 per cent 
Silicon, with 0.12 per cent residual chro 
mium. A chill depth of approximately 1/4 
of an inch was obtained in all of these 
typical hatchet-type chill-test specimens. 


Effect on Mechanical Properties 


Although Low-Carbon Foundry Ferro 
rome was especially developed for de 
creasing the section sensitivity of gray iron 
castings, it is also useful in obtaining mod 
erate increases in the strength of gray iron, 


0.14 Cr 0.34 Cr 
Base Iron 


0.51 Cr 
Chromium added as 


Low-Carbon Foundry Ferrochrome 


These fractures of broken chill 
show the effect on chill 
additions made with 
Foundry Ferrochrome. 


Fig. 1. 
specimens 
of chromium 
Low-Carbon 


14 


when used alone or in combination with 
the alloys nickel, molybdenum, or vana 
dium. An unalloyed base iron, analyzing 
3.43 per cent carbon and 1.95 per cent 
silicon, was treated with additions of 0.36 
per cent and 0.84 per cent chromium. The 
following table gives the complete analyses 
of the irons. both Brinell 
hardness and tensile strength were improved 
by the alloying additions. 


Brinell 


Hardness Strength 


It shows how 


Tensile 
Analyses 

3.43 % total carbon, 
1.95% Si, 0.05% Cr. 202 
3.41% total carbon, 

2.20% Si, 0.36% Cr. 

3.32% total carbon, 

2.56% Si, 0.84% Cr. 


31,000 
35,400 
36,100 


Auto Cylinder Castings 


Addition of chromium to cast iron in the 
form of Low-Carbon Foundry Ferrochrome 
tends to stabilize the pearlitic structure of 
and soft 
secondary ferrite in slowly cooled sections 
Moreover, the alloy helps avoid difficulties 
with chilled corners or edges in thin sec 
tions. It is therefore particularly well suited 
for producing a cylinder-type iron with con 
sistently good structure and improved uni 
formity of hardness in sections exposed to 
“ idely 

An example of the usefulness of this 
alloy is illustrated in Fig. 2, which shows 
strips cut from the bores of three automo 
tive cylinder blocks. The base iron used in 
these castings was a typical unalloyed cylin 
der grade of cast iron, analyzing 3.38 per 
cent total carbon, 2.07 per cent silicon, and 
0.08 per cent residual chromium. 

The design of these 
that a heavy boss close to the cylinder bore 
caused slow cooling along one side, result 
ing in a soft area and wide variation in 
hardness along the length and around the 
perimeter of the unalloyed cylinder. 

The strips illustrated in Fig. 2 were cut 
from the soft side of the cylinder bore 
When subjected to a Rockwell B hardness 
exploration, casting No. 1 showed a varia 
tion in hardness from 92.2 to 80.2 Rock 
well B (196 to 150 Brinell*). Casting No 
2 showed a variation from 94.0 to 90.8 
Rockwell B (205 to 189 Brinell). Casting 
No. 3 showed a variation from 95.5 to 90.3 
Rockwell B (213 to 187 Brinell). 


the iron, to eliminate areas of 


varying cooling rates. 


castings was such 


894 
903 
897 
910 
916 
912 
916 
918 
917 
91.0 
917 
929 
934 
939 
944 
937 
919 
NO.3 


Average Rockwell B hardness 
sha at indicated positions in strip 
specimens from the bores of three cyl- 
1-Untreated 
base iron containing 0.08% chromium 
No. 2-Treated with 0.31% 
added as Low-Carbon Foundry Ferro 
chrome. No. 3-Treated with 0.44% 
chromium added as Low-Carbon Foun 


inder block castings. No. 


chromium 


dry Ferrochrome. 


The small chromium additions made in 
evlinders Nos. 2 and 3 had a marked effect 
in reducing the hardness spread and also 
in stabilizing the desired pearlitic structure 
in critical areas of the a This 
provided satisfactory resistance to wear in 
spite of difficulties introduced by an ad 
mittedly difficult design. Similar problems 
exist in most iron foundries—problems that 
Low-Carbon Foundry Ferrochrome can 
help solve with a minimum change in melt 
ing practice and at a very reasonable cost 


Booklets Available 

Further information about this new 
ferrochrome is given in the booklets, “New 
Chromium Alloy Effect of 
Varying Cooling Rate in Gray Iron” and 
“Silicon-Chromium Alloy in Complicated 
Iron Castings.” You may obtain 
free of charge, by writing or phoning to 
the nearest ELEctromet office: in Birming 
ham, Chicago, Cleveland, Detroit, Los An 
New York, Pittsburgh, or San 
Francisco. In Canada: Welland, Ontario 


°All Brinell hardness values were obtained by 
conversion from Rockwell B 


inder bore. 


Neutralizes 


c ples, 


geles, 


The term “Electromet” is a registered trade-mark 
of Union Carbide and Carbon Corporation 
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Reduce cupola burn-out.. 


use 


FOR FAST, SURE CUPOLA 
REPAIR 


@ Cupoline gives ease of handling, speed 
in application and longer life of cupola patch. 
Cupoline effects large savings in the cost of 
refractories. Cupoline, which is scientifically 
pre-mixed, saves the lining which it covers 
and cuts costs by eliminating the periodic 
complete replacement of lining. 


Cupoline Bondact Mix is correct- 
ly proportioned for use in the 
Bondactor Cupola Patching Ma- 
chine, doing away with the varia- 
tions that go with hand mixing. 
The Bondactor blows the patch 
onto the wall by air pressure. 
Patching is fast; moisture is low 
and easily controlled; the patch 
has high density and long life. 


he? a % Contour patching is made easy. 
. oer er | ‘ 
- \ 4@ , a 


EASTERN CLAY PRODUCTS, INC. tervo‘tons “seve ser sono 
JACKSON, OHIO BALANCED REVIVO 
FOUNDRY Stavicg 


ace BONDACTOR | CUPOLINE | DURA 
Sine” 1926 EQUIPMENT ° REFRACTORY PRODUCTS 
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THE HEAT’S ON for MORE HEATS 


FROM YOUR DETROIT ELECTRIC FURNACES 


Here’s the “inside sfory” on how to get them! 


Now, with defense requirements demanding more and more metal production, 
you can’t afford to be delayed by frequent furnace shut-downs. Detroit Electric 
Furnaces, lined with Taylor Sillimanite (TASIL) brick and shapes, are setting 
new records for long, efficient operation and lower refractory costs per ton 
of metal melted. Specify TASIL linings and keep that metal pouring! 


FOR EXAMPLE: 

At a foundry in Indiana, a 350 lb. 
“LFC,” lined and maintained with 
TASIL brick and TASIL cements, is 
still going strong after producing 
more than 9000 heats of 85-5-5-5 brass 
over a 28/2 month period! That's 
ample evidence why an increasing 
number of foundries have standard- 
ized on TASIL linings. 


TASIL bricks and shapes possess 


many desirable properties thai in- 
crease furnace lining life. They have 


Exclusive Agents in Canada: 


REFRACTORIES ENGINEERING AND SUPPLIES, LTD. 


and M 





high hot load strength; high softening 
point (3335° F.); high volume stabil- 
ity throughout the temperature range; 
excellent resistance to spalling and 
slagging. Lining life may be further 
prolonged by maintaining with one 
of several types of TASIL Patches and 
Cements especially “engineered” for 
this job. Contact the Taylor represen- 
tative in your area or write direct for 
complete information on TASIL lin- 
ings for Detroit Electric Furnaces. 
There is no obligation. 


I 


TASIL Detroit Electric lining being 
pre-assembled at the Chas. Taylor 
plant. All linings are fitted to gauge 
(supplied by the Detroit Electric 
Furnace division, Kuhlman Electric 
Company) and are match marked 
for assembly, before shipment. 


Ts CHAS. TAYLOR SONS «. 


A SUBSIDIARY OF NATIONAL LEAD COMPANY 


Gu 5 Pat OFF 


REFRACTORIES SINCE 1864 «© CINCINNATI * OHIO « USA 
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As this year draws to a close, 
count us among those who 
wish you full realization of your 
hopes for the coming year. 
Good health, happiness,, 
and prosperity. 
Merry Christmas 
Pavey eto Year 


city” “PATTERN 
Foundry and Machine Co. 


Vaughan Reid 
President 
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CORE AND MOLD WASHES: 
FOR STEEL: 
Delta Special Core & Mold Wash Base — Used by more steel 
foundries than all other we of washes combined. 


Delta SteelKoot —a finished high fusion waterproof wash. 

FOR ALL TYPES OF SAND CAST METALS: 

Delta ThermoKoat — It’s plasti-lastic, non-heat shocking, 
highest fusion and hot strength. 
Delta Z-Koat — a zirconium wash with unusual properties 
in contact with molten metal. 
FOR GRAY IRON, MALLEABLE, BRONZE AND BRASS: 
Delta GraKoat — no reaction with molten metal. 
Delta BlacKoat — a black wash, free from carbon, no gas 
in contact with molten metal. 

FOR GRAY IRON: 

Delta BlacKoat S-5 — a new and different wash. Produces re- 
sults, on gray iron castings, unequalled by any other wash. 

FOR NON-FERROUS AND LIGHT METALS: 

Delta NonferrusKoat — produces unusually smooth surface 
castings. 
PARTING COMPOUNDS: 

Delta Partex — (Nutshell partings) has lycopodium proper- 
ties, non-injurious and non-hazardous to use. 

Delta Liquid Parting — Low-cost, highly effective and lasting. 

MUDDING & PATCHING COMPOUNDS: 

Delta Sliktite — a light colored mud for all types of metal 
castings. 

Delta Ebony — a black mud for gray iron, malleable and 
nonferrous work. All mudding compounds seal core joints 
and hold joints — at high temperatures, 

NO-VEIN COMPOUND 

A special compound, ast iron oxide. A high hot strength 

and sand plasticizing material. Stops veins and penetration. 
MOLD SURFACE BINDERS—LIQUID: 

Delta Spray Binders — Produce dry sand mold results by 

surface spraying of green sand molds. 
PERMI-BONI: 

Eliminates Sea Coal Nuisance: The new modern scientific sea 

coal replacement, 


DRI-BOND: 

A new type of _ Binder which provides new economies. 
Fast-baking, uces veining and penetration. Can be 
used with B powe: equally as well as with new sand. 

BONDITE: Produces a reducing mold atmosphere: 

For Steel and Gray tron — Use Delta Bondite, a dry binder 
which becomes waterproof on drying and produces mold 
atmosphere which is high in reducing gas. 

96°B SAND RELEASE AGENT: 

Another Foundry “First” by Delta. By adding 8 oz. or less 
per ton to your core or molding sand mixes, your sands 
will flow freely. 96°B is completely volatile at elevated 
temperatures and does not contaminate the sand. 

CORE ROD DIP OIL NO. 224X: 
Ties core rods and wires into the cores: 
Rods and wires coated with Delta Core Rod Dip Oil 
adhere to the sand. Eliminates need for 50% of the rods 
and wires and reduces core breakage. 
DELTA SAND CONDITIONING OIL: 
Sticking core sand mixes work freely in core boxes when 
sand conditioning oil is added to core sand mixers. 
CORE OILS: 

High tensile, low gas, faster baking, exceptionally econom- 

ical to use. 


Get the Facts... 


Working samples and 
complete literature on 
Delta Foundry Prod- 
ucts will be sent to 
you on request for test 
Purposes in your own 
foundry. 


DELTA OIL PRODUCTS CO. 


MILWAUKEE 9, WISCONSIN 
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Seasons 
Greetin 


{rom 


TENNESSEE 


TENNESSEE 


PRODUCTS & CHEMICAL 


NASHVILLE, TENNESSEE 


PRODUCERS OF: FUELS @® METALLURGICAL PRODUCTS @ TENSULATE BUILDING PROD- 
UCTS @ AROMATIC CHEMICALS © WOOD CHEMICALS @ AGRICULTURAL CHEMICALS 
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NO. 1 SOURCE FOR 


Bowls Shanks ‘Tongs 


Industrial Equipment round bottom pressed Industrial Equipment round hottom pressed 
steel ladle bowl, 50 Ib. capacity, type 7 flat steel ladie bowl, 60 Ib. capacity, type 14 
side. circular. 


Industrial Equipment type 30CA single and adjustable ladle and crucible shank. 
Four-point suspension .. . easily adjustable . . . no springs .. . air cooled band. Fixed 
band types also available. 


a 


Industrial Equipment type 514 flat bottom Industrial Equipment 537 flat bottom riveted 
welded steel ladie bowl. Available in almost steel ladle bow!. i nt - cl 
any size or thickness. ‘our-point suspension. Claw types 


Type 72C crucible tongs. Adjustable. 


also available. 


The above Industrial Equipment products, 
along with dozens of other types of bowls, 


shanks, tongs and ladles, are included in 
our latest catalog. Write for your copy. 
f 


Ao ey EQUIPMENT COMPANY 


SHANKS 115 NORTH OHIO ST., MINSTER, OHIO 


AMERICAN FOUNDRYMAN 





“We A 
GP he 


7 
7 i," 
Gites 





Me: 








D aes iw sh shag Fgh 
‘FS > A tt, MES 
thegget Ai To tee 


ty oe te ae 














OL MNT ERE 
i‘? «k* - af ’ we ee 
ba MEF O4 GE =: Pe oP i dig? 
ot @ i hg Abd, Hp oe ob. PRT 


= 
“* 
ae 
. 
‘ 
; 
h.. 
* 
> 
& f 
~~ ¥: 
ae 
ee va. 
‘a, Se 
. 


- 4 
, Up. pee fhe, afi vi, 
lve s oy mae % Ws fi Z 
bad Boa SA iat oS 
ae J “ bier’, 
i¢ oe ’ og - 
# “£ e ae 
Mende ae eR Se 
44 4:3 * ie a 
“te . ¥ 
* Lae & F ‘ : ° 
sa aad a’ @ ro a) 
ae: ty er a4, ‘ 7) ° 
A 4. dt IA, . ~> Qa. £ 
spat GIS y 5 
d dpe, i fee es o 
er a é J Py) > S o 
4 ° F) = = 
“7 , Cm > pe) <= 
volt a * . - °o 
f+" . * Ye wo 
4 “ at ° a 
« # ec & uv 
ra MP i . aw - 6 = c 
J  ——_, AYE s at 3 
« daad 2 f “ae% 54a & 
4 ’ . he f+ FF RESe& 0 
aD dee aS 
ae DP a! a 2 ee + 4 oa’ y : 
ager * 4 eT 5) =e Be 3 
Oe i é Odo oe a ~%o We = 
ee | vet ee 4 > ° & oe ” 
age epee. The SUSE £ 
rs. EES is LF.) Eo 2 Ss 
* b hd Mle ot a 22 $s 3 
\ Ae ve wihiea® aae 25 ° EO . 
o@ B.S i ; . > > = @ i 
eet BE ated Fd a: Hg S S 
Se AA a ete ik Ai PS &Qm :) 
+ tw LO AM oi re Fe LT soe S 
fat Ag EO ind Ses eee | ’ Ow ec 
Pe MES a. Lier et J o> s 
ae | #44 Apia oot Rit Mf ‘S34 D5 3 3 
PE 2 AS 9 oly ay fe Fn , Eee 
: 5 ed f 4d 
gt i >* fe. A} “i * a 
4 ee Poise Zee x 
e ae #4 @ dec 7 a 
4 ; Lee ath xMt 
. AO £67 hae ey 
ao ay ve, 
- Aafe * & Pes: a 4 
’ oe ig? #4 baie dl 
rs at ai sat AF HS, 
Fk Pes - 











SAND HANDLING Li - 
Duat Control Sylow | BN « 
by KIRK AND BLUM * amir AB 


Dust Control connections to Simpson Mixers 
Dust is efficiently removed in the sand handling depart- in. right feregreund 

ment of a large well-known steel foundry . . . as illustrated 

in these photos of a typical KIRK & BLUM Foundry Dust 

Control System. 


One of many KIRK & BLUM foundry applications, this in- 
stallation meets every requirement of the American 
Foundryman’s Association code; heavy gauge piping has 
flanged joints and convenient clean-out doors. 


Don’t let dust foul up expanding production plans. 
Whether you need a new dust control system . . . or more 
capacity in an existing one ... contact KIRK & BLUM, 


specialists in dust and fume control for more than 44 
years. They'll gladly prove the money-saving efficiency 
of KIRK & BLUM dust control systems. 


For informative booklet, write: The Kirk & Blum Mfg. 
Company, 3176 Forrer St., Cincinnati 9, Ohio. 


Kirk & Blum Dust Control on a Rotary 
rewae JAK” LUM Breaker Screen 
FOR CLEAN AIR... THE oY 22 43 TOOL 
DUST CONTROL SYSTEMS 


View of sand handling equipment with 
rotary breaker screen on the left 
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Whether you attend the A.F.S. International Foundry 
Congress and Show as a visitor, or whether your firm 


exhibits in the industry-wide Foundry Show, you can be 
sure of one thing .. . you will find the most influential 


elements of the foundry field gathered under one roof for a 


seven-day meeting that will attract the interest of the entire 
foundry world. 


The appeal of this International Foundry Congress and Foundry Show 

stems from not one but, rather, the correct combination of events .. . 
technical sessions, round-table meetings, division luncheons and dinners, 
social events and hundreds of foundry product and service exhibits that will 


reflect the latest developments pertaining to modernization and economy of 
production in the foundry. 


Technical sessions and exhibits complement each other—one tells the industry how the 
newest developments pertaining to cast metals are accomplished, the other shows industry 


equipment most adaptable for economy, efficiency and speed of operation in making these 
developments practical every-day applications. 


Here is a combination, therefore, that benefits an industry —a “team” that keeps the products of 
that industry in a position to compete in today's market and to figure prominently in tomorrow's 


progress. Being a part of such a winning combine through participation in the A.F.S. International Foundry 
Congress and Show is your bid for progress and industry recognition. 


“EVERY Foundry in °92” will BE THERE! 


Atlantic City —WMay 1-7, 1952 


AMERICAN FOUNDRYMEN’S SOCIETY 


616 SOUTH MICHIGAN AVENUE 
CHICAGO 5, ILLINOIS 




















The affproach of another Yuletide Poason (our ith, incidentally) 6 a splendid 
ffiorlunily fer us lo erfiress cur appreciation Co cur friends tn the foundry 
Custness—lhe fefple who have helped lo make Bredevie B. Plevens, Ine, a 
dccess. We sincerely hope that his Chvistinas and lhe coming New Year wild 
fend you eryoying health, hofipiness and good ferlune. We atse hope that we 


can continue Ce serve You ws your source for “Every lhing Far LB Boundry. - 


FREDERIC B. OT RV ENS INCORPORATED 








DETROIT 16, MICHIGAN 








“That's like making a casting without 


PENOLYN 
CORE OIL! 


With all 10 of these important features for maximum foundry efficiency -- 
Uniformity + Concentrated form * No obnoxious odwr * No seepage * No 
crusting of green mix * Clean working * Wide temperature baking range ° 
Polymerized formulation * Minimum gas * Ample collapsibility 


Penola Oil Company Fe no I h 


Our engineers are always ready to help wew york DETROIT 
you. Write us about your core oil problem. CHICAGO ST. LOUIS 
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Providing Effective 
Deoxidation IN THE CUPOLA 


FERROCARBO Briquettes are 
made from silicon carbide 
specially processed for metallur- 
gical use and developed by The 
Carborundum Company as a 
cupola addition. Readily soluble 
in molten iron, a most effective 
deoxidizing action results, 


Super-heated iron of greater flu- 
idity is produced. Cleaner, sharper 
castings are poured. Foundry 
variables are lessened 

To obtain immediate, authori- 
tative information. 


Write or Phone our 
FERROCARBO 


Distributors 


KERCHNER MARSHALL & CO. 
PITTSBURGH 

Cleveland, Birmingham, Philadelphia 
and Buffalo 


MILLER AND COMPANY 
CHICAGO 
St. Louis and Cincinnati 


YARBO Briquettes 


3’ CARBORUNDUM 


\ 


@ FERROCARBO Briquettes are manufactured under U.S. Patents 2,119,521 and 2,497,745. The process of making 


cast iron through utilization of silicon carbide is registered under U.S. Patent 2,020,171. 


Made in Canada by the CANADIAN CARBORUNDUM COMPANY, LTD., Niagara Falls, Ontario 
and Distributed in Canada by WILLIAMS & WILSON, TORONTO, Montreal and Windsor, and by KERCHNER, MARSHALL & CO., BUFFALO, N.Y. 


"Carborundum” and Ferrocarbo” ave registered trademarks which indicate manufacture by The Carborundum Company, Niagara Falls, N.Y. 
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Alloy savings 


PAY FOR AJAX-NORTHRUP FURNACES 


in three years 


Induction melting saves tons of ferro- 
chrome a month in one east coast stainless 
steel foundry ...metal that was previously 
“burned up" in other electric furnaces. 

With a three shift monthly melting 
capacity of 1,000,000 pounds, a 2% 
reduction in chromium losses made the 
difference. Dollar savings up to $60,000 
a year are enough to pay for the equip- 
ment in a year and a half—three years on 
a reduced schedule. 

This is only the beginning—savings in 
other critical and expensive alloys are 
also appreciable. Here are typical metal 
recovery figures from another Ajax- 
Northrup foundry melting 18-8 stainless: 


Ni: 100% Cr: 99% Mn: 90% 
Si: 94% Mo: 95% Cb: 92% 


Besides saving metals, Ajax-Northrup fur- 
naces melt at high speed, with extremely 
close control of analysis and temperature. 
A typical foundry, with never more than 
one 600-pound furnace in operation on 
a two shift basis, pours almost 250,000 
pounds of high-melting point alloys a 
month, Pouring temperatures are con- 
trolled within 20°F, composition of every 
element within 0.25% 

Performance like this can save critical 
alloys for you, too. Whether you melt 8 
ounces of platinum, or 8 tons of steel, 
write us today. 


SEND FOR NEW INDUCTION 
HEATING AND MELTING BULLETIN 


ELECTROTHERMIC 
Associate Companies 
AJAX ELECTRO METALLURGICAL CORP. Cc ©) R P Oo 4 A T I Oo N 
AJAX ELECTRIC FURNACE CORPORATION 
AJAX ELECTRIC COMPANY, INC. AJAX PARK 


AJAX ENGINEERING CORPORATION TRENTON 5, NEW JERSEY 
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re you SURE that only one alloy will do the job? 


Metal shortages often force an answer to that question. Yet it’s 


a rare job indeed which only a single non-ferrous alloy will serve! 


Many Federated customers, caught between an established practice on 
one hand and a shortage on the other, have got themselves off the hook 


with the help of their Federated salesman. 


He gets help from headquarters in the form of answers from Federated 


metallurgists, who have one big question to answer in times of shortage : 


What can this foundryman use in place of his old standby? 


Sometimes the new recommendations work out better than the old... 


Herculoy* silicon bronzes in place of high tin bronzes, for example. 


Federated is solving this problem daily for foundries large and small throughout 
the country. Some foundrymen are asking for such recommendations before 
they really need them, and making test runs on the 


newly recommended and more abundant alloy. 


If Federated can help you in this way, ask the Federated salesman. 


He's your representative in Federated’s organization. 


nark of Revere Copper and Brass, Inc 


AMERICAN SMELTING AND REFINING COMPANY * 120 BROADWAY, NEW YORK 5, N. Y. 
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MEXICAN GRAPHITE 
| PRODUCTS 


a 
INCREASE CUPOLA 
PRODUCTION AND QUALITY 
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NO. 8 MEXICAN 


























MEXITE BRIQUETTES. One 4-lb. Mexite Briquette provides the same carbon content. as 50 lbs. 
of pig iron when introduced into the cupola charge. Not only do Mexite briquettes sharply 
reduce melting costs per ton; they also reduce the range of carbon content fluctuation and 
give a steadier carbon analysis, a particularly vital factor when high percentages of steel 
are charged. 


MEXALOY, applied to cupola linings, ladles, and spouts, resists molten metal and slag and 
keeps metal free from refractory inclusions. Its natural lubricating action provides low 
friction surfaces which part easily from metal and slag. A Mexaloy mixture is easily 
applied to any clean surface. Because it will not melt or change character under intense 
heat, Mexaloy gives longer refractory life with lower maintenance cost. 


No. 8 MEXICAN GRAPHITE is used for ladle additions to treat grey cast iron. Trickled into 
the cupola spout as metal falls into the ladle or with a direct ladle addition, it greatly 
reduces chill and hardness, producing castings of increased machineability. Normally only 
2 Ibs. of No. 8 need be added per ton of molten metal —a cost of only ten cents per ton 
—to assure castings which require no annealing. Write today for complete information 
on how Mexite Briquettes, Mexaloy, and No. 8 Mexican Graphite will give you better 
castings for less money. 


ons ame $ Kis: sabes 


oe ee a oe 
THE UNITED STATES GRAPHITE COMPANY 
DIVISION OF THE WICKES CORPORATION @ SAGINAW, MICHIGAN 
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estinghouse PICKED 


BS .& FOUNDRY FLASKS 


..- for “Assembly Line” Casting! 


The production of perfect castings on a 
swift, mechanized basis depends on precision 
performance all the way down the line 
Failure or error at a single point delays the 
entire line, nullifies the advantages of mech- 
anized casting. 


That’s why Westinghouse, famed for pre- 
cision products, specified BS&B Welded 
Steel Foundry Flasks when designing a 
huge mechanized foundry. Precision built 
by foundrymen, double welded, BS&B flasks 
will move along the line smoothly, stack per- 
fectly, minimize rejects. Their full gage 


steel construction, steel bushings and maxi- 
mum strength and rigidity with minimum 
weight make BS&B flasks ideal for long, 
trouble-free service on a mechanized line. 


BS&B flasks are made in round, square and 
rectangular shapes. Pinlugs, available in 
several styles, are standard equipment and 
may be arranged in any combination you 
may desire. 


Write today for your copy of the BS&B 
Foundry Flask Catalog —- with complete 
specifications and much useful handbook 
information. 


Brack, Sivaics s& Bryson, Inc. 


7500 E. 12th St. 


Dept. 131-AQ 
Kansas City 3, Mo. 
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w Perm ~ 
New Permeab al ¢ 


Plaster for Non-Ferro 


~ 


Now, mold permeability is under your contf® 
thanks to Hyproperm, the latest in metal casting plasters. 
It’s specially processed, completely formulated to 
assure the wide range of permeability so long in demand 
throughout the industry. Simply by adding 
different amounts of water and using a high speed mixer 
you can achieve the permeability you need. 
Yes, this one material provides the permeability 


of sand, plus, the smooth accurate surface characteristics of 


conventional metal casting plasters. Besides, it 
handles easily and quickly, requires no special pattern 
equipment, and is unusually versatile. 

Mail coupon now for new Hyproperm technical 
bulletin, no obligation. 


RUSH COUPON TODAY! 


*HYDROPERM is a trade-mark tor permeable neta! casting plaster manufactured by the U.S. Gypsum Co. 


United States Gypsum 





For Building « For industry 
Gypsum ¢ Lime © Roof Decks ¢ Insulation ¢ Hard- 
boards © Expanded Metal * Sound Conditioning 
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it's HYDROPERM for 


PRODUCTION CASTINGS 
MOLD CORES 
MATCHPLATES 
EXPERIMENTAL DIES 


INSULATING PADS 
AND StEEVES 


Smoother Molds... Better Castings 


UNITED STATES GYPSUM COMPANY 

industrial Sales Division—AF ¢ 300 West Adams St., Chicago 6, Illl. 
Gentlemen: | want full information on new HYDROPERM Metal 
Casting Plaster. Please send Technical Bulletin, IGL-35, right away. 
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Dempster Min. Manufacturing Company ~ 
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Hational Engineering Company, ' 
449 ¥. Washington Ave., 
nicego, Tllineis. 
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Very truly youre, 


Seeman SIMPSON 2cclcty 
SAND CONDITIONING 
UNIT... 













Read the above letter from Mr. Clyde B. Dempster, 
President of Dempster Mill Manufacturing Company... 
it tells, in straight, factual terms, how their SIMPSON 

Utility Sand Conditioning Unit has resulted in: 
(1) Prompt delivery of sand to and from molding floors; 
2) All facing sand properly conditioned; (3) Sand 

rejection practically nil; (4) Uniformly good 


castings; (5) Reduction in casting scrap; and 
(6) Better surface quality of castings due to 
uniform quality of Simpson-mulled sand. 

The Simpson Utility Sand Conditioning Unit is 
engineered for expansion. With a minimum initial 
investment, small and medium size foundries 





can have the advantages of larger, expensive 
equipment at a fraction of the cost... 

but with all the advantages of higher 
production and improved casting quality. 


Write for details, or send for i 
the “Progressive Unit” Bulletin 490. } 


NATIONAL Engineering Compan Y 


600 Machinery Hall Bidg. . Chicago 6, Illinois 
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TRAINING 
FOR 
PRODUCTION 


Wuy does indus- 
try prefer to hire a four-year engineering school grad- 
uate rather than to hire a high school graduate and 
give him four years of concentrated in-plant training? 

The question was asked by a dean of engineering 
during the recent Northwest Regional Foundry Con- 
ference in a discussion of training for production. 

Probably al! foundrymen do not prefer engineering 
graduates to plant-trained men, but those who do 
might answer the dean in several ways. They might 
say the foundry industry is lazy in its training. 

It is easy to get into the habit of expecting the 
teaching profession to provide much of the training 
we should give at home. There are some outstanding 
exceptions where in-plant training is considered the 
life blood of production and the organization, but 
the exceptions are far too few. Where in this country 
have two or more foundries joined forces and funds 
for the intensive training of their workers? In how 
many communities have properly conceived programs 
for the training of foundry apprentices received full 
support from the local foundries? 

Another answer is that the foundry industry today 
cannot recruit workers for development at as early 
an age as it once could. Young men whose futures are 
militarily uncertain do not make good prospects for 
apprentice training, nor are many inclined to look 
ahead to possible completion of a four or five year 
training program. Older men look first at the pay 
checks available without training, and for the most 
part decline to accept apprentice status and wages. 
Therefore, industry has turned to the colleges for 
much of the training of its young men. 

So long as a young man in an engineering school 
or college remains exempt from the military draft, 
industry can at least be assured that when he is 
available he has had several years of training. 

A third reason for the industry's interest in college- 
trained rather than plant-trained young men lies in 
the foundry’s desire for men thoroughly grounded in 
the principles of engineering, including fundamentals. 


In many schools, foundry is still taught exclusively 
as an art, and the manner of teaching develops no 
interest on the part of the student and reflects no 
credit on teacher or school. It is better not to teach 
foundry at all than to teach it badly. It is a fraud 
against the students of an engineering school when 
they are not taught usefulness of cast metals. 

Whether he has had foundry courses or not, an 
engineering graduate should have a good background 
of technical fundamentals. With these tools and the 
chance to practice using them during an intensive 
in-plant training and work program, an engineering 
graduate can become a significant factor in foundry 
production. He can play a leading role because of his 
adaptability, because he has been trained to think 
broadly as well as to analyze critically. 

But what of the foundry that does not prefer col 
lege graduates, or the one that cannot hire them? 
Such foundries should take every step to see that prom 
ising men in the plant have the opportunity to study 
fundamentals. This can be made more convenient by 
providing good technical books and periodicals, by 
urging attendance at night school, by arranging for 
courses to be taught in the plant. 

Scholarships and loans can and should be arranged 
by foundries to enable qualified employees to study 
full or partial engineering courses. 

Formal education in technical fields for men al 
ready employed in foundries is a good source and may 
well become one of the industry's best sources of men 
trained for production. 


RUG 


I. R. WAGNER 
National Vice-President 
American Foundrymen’s Society 


A.F.S. Vice-President I. R. Wagner first entered the foundry industry as a maintenance man in 1912, 
subsequently becoming a routine chemist, and during World War I, metallurgical chemist for the 
Ordnance Department. In 1921, Mr. Wagner joined Electric Steel Castings Co., Indianapolis, as a metal 
lurgical chemist, becoming general manager and vice-president in 1934, and president in 1942. Now 
retired, he retains a directorship in the company. Mr. Wagner has been active in A.F.S. for many 
years, serving as a national director and as chairman and director of the Central Indiana Chapter 
He has served two terms each as president and vice-president, National Foundry Association 
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Present critical shortages and uncertain and prolonged de- 
liveries of insulating fire brick have developed an imme- 
diate need for approved substitutes. In this article the 
' authors describe a new procedure for installing castable 
refractories in the outer or insulating linings of indi- 
rect-arc electric furnaces of 350, 500 ‘and 700 Ib capacity. 


C. V. Kilburn* 
and 
R. W. Knauft** 


Cast REFRACTORY OUTER LININGS are particularly 
suited to 350, 500 and 700 Ib cold melt capacity in- 
direct-arc electric furnaces since the conical furnace 
shell can be removed from the rocking support, placed 
upright on the floor, and the lining can be installed 
with the top end plate removed. Cast refractory linings 
can also be installed in 200 and 350 Ib furnaces having 
straight cylindrical shells, using the two or three piece 
“crock and cover” super refractory for the inner ot 
working lining. 


Installation in 1,000-lb Furnace Possible 


Castable refractory linings might possibly be in- 
stalled in a 1000-lb indirect-arc furnace with conical 
shell mounted in the service position. Suitable forms 
would be required to build up sections of the outer 
lining, working through the door and pouring each 
section in the bottom position by rotating the furnace 
shell. The form's profile should be cut to conform to 
the contour and dimension of the shell, plus the insu- 
lating fire brick outer lining. The castable edge should 


*Service Engineer, Detroit Electric Furnace Div., Kuhlman 
Electric Co., Bay City, Mich. 

**Vice-President, The Chas. Taylor Sons Co., 
of National Lead Co., Cincinnati 


4 Subsidiary 
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Fig. 1—Worker pre-assembling a castable outer lin- 
melting furnace. 


ing for an indirect-arc electric 


then be smoothed out with a straight-edge after the 
material has been cast in place. Work on this project is 
still in the development stage and a suggested pro- 
cedure will be made available later. 

Until now, most conical-shell indirect-arc furnaces 
have usually been installed with a double lining. The 
inner or working lining is made of dense, pre-burned 
special shapes made from sillimanite, mullite, zircon o1 
super refractories of equivalent quality. 

This is backed with an outer or insulating lining of 
insulating fire brick or small fragile shapes pre-cut 
from 9 x 414 x14 splits of 2300 F or 2600 F grade in- 
sulating fire brick. 

Super-refractory shapes required for the inner lining 
are pre-assembled and fitted into a steel gage before 
the lining is shipped. These gages conform to the 
contour of several sizes of conical shells, plus allowance 
for the thickness of the outer lining. 

Despite the extra expense and precautions involved 
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Fig. 2—The first sillimanite course sector has been 
placed beginning at the door sill. Correct place- 
ment of block is important to whole operation. 


in this method, fitting of the inner lining is often un 
satisfactory. Here, it is believed that human error in 
installing and fitting the insulating fire brick outer lin 
ing is responsible for difficulties encountered. Overly- 
thick joints in the outer lining, or a heavy wash coat 
of cement over the finished outer lining, will change 
both dimensions and contour of the inner lining, re 
quiring extra cutting and fitting of the dense refractory 
inner lining. 

Several grades of castable refractory outer linings 
have been tried on more than 30 conical-shell indirect 


Plan and end views of indirect-arc electric melting 
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Fig. 3—Several sillimanite course sectors have been 
bonded and positioned. Manufactured shells come 
supplied with drilled holes for supporting studs. 


arc furnaces in an effort to find substitutes for in 
sulating firebrick. To date they have been universally 
saustlactory. 

Three types of castable refractories were used: 

(1) Sillimanite or mullite base castable refractories 
for high temperature service. 

(2) Fire clay or kaolin base castables. 

(3) Lightweight or insulating castables with bases 
of crushed insulating fire brick, calcined diatomaceous 
earth, etc. 

Any of these castable refractories may be worked like 
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ordinary concrete, following the manufacturer's di- 
rections. Advantages of cast outer linings are: 

(1) Availability—special shapes required for outer 
linings are “in the bag.” 

2) Fragile insulating brick shapes are eliminated— 
less inventory, no broken pieces or sets. 

(3) Less time required to install furnace lining. 

(4) Greater economy. 


No Power Consumption Increase Noted 


No increase in power consumption was observed 
when using either mullite or fire clay base cast outer 
linings. One Michigan foundry melting automotive 
alloy cast iron produced 413 heats to failure of the 
inner or working lining, with no increase in average 
power consumption of shells lined with insulating fire 
brick shapes and pre-fired inner lining. No difficulties 
were experienced in knocking out the cast outer lining 
in preparation for re-lining. Air or chipping hammers 
fitted with chisel-pointed tools were used in the 
knockout. 


Suggested Installation Procedure 


The following is a suggested procedure for installing 
castable refractory outer linings in 350, 500 and 700 Ib 
indirect-arc electric furnaces with conical shells: 

(1) Remove shell from base, stand end on floor and 
remove detachable end plate. 

(2) Remove old lining. 

(3) New types of manufactured shells are supplied 
with two rows of drilled and tapped holes around the 
shell’s cylindrical part. These are used for refractory 
supporting studs. (See Fig. 3). If the shell is not 
equipped with these holes, they should be drilled and 
tapped before proceeding. Locate the holes by setting 
refractory shapes in place loosely, then drill and tap 
two holes for 3/8-16 in. bolts behind each circular 
course. These holes will also serve as vents when drying 
and pre-heating the new lining. 

(4) Thickness of the outer lining behind the end 
disc is 2-14 in. for 350, 500 and 700 Ib furnaces. This 
can be provided in several ways: 

(a) If a few 9 x 414 x 214-in. insulating bricks are 
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Fig. 4—At left. All stllimanite course sectors and 
door jambs are shown securely in place. End discs 
are awaiting placement. Figure 5 (below) 
shows door opening before castable refractory 
is poured and before the door has been sealed. 


available, lay up the end wall in the usual manner by 
cementing it in place with a suitable air set cement. 
Coat each brick by dipping it in a cement slurry and 
press it firmly in place. These coated bricks need not 
be cut to fit the circle of the shell, since the castable 
material will later fill any voids at the outer edge. 

(b) A pre-cast insulating end disc 214-in. thick, with 
approximately 24-in. OD and 8-in. ID, may be used in 
simple ring form. A coat of cup grease applied to the 
surface of the form will make it easier to withdraw 
after the castable sets. Mix castable material in accord- 
ance with manufacturer's instructions and pour into 
the form. Let it stand at least four hours or as much 
time as needed to set up firm before placing it in the 
shell. Making up this piece beforehand will prevent 
delays. 


Casting An End Disc 


(c) An alternative method for (b) is to cast the in 
sulating end disc in the shell. Prepare and insert a 
wooden plug or mzndrel in the porthole opening, first 
coating the plug With grease for easier withdrawa! 
later. Cut or break a few 9 x 414 x 214-in. insulating 
bricks in half and use them for spacers in the bottom 
of the shell. Pour castable into the bottom of the shell 
to a height of 214-in., using the brick to gage height. 
Let the castable stand for about an hour to develop 
sufficient strength to support the refractory end disc. 

(5) Install the refractory end disc—two pieces make 
up one end wall. Be sure that the end disc is flat and 
properly centered and that the two pieces have a good 
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cement joint. Use refractory air-setting cement fur- 
nished with lining for all refractory joints. Mix to 
trowelling consistency per manufacturer’s instructions. 

(6) The complete refractory lining is carefully fitted 
and assembled in a steel gage before shipping, but 
when installing the first lining with castable insulation, 
it might be well to install all the circular course sectors 
loosely in place, without cementing, to insure a good 
installation. The 3¢-in. bolts fitted in the tapped holes 
are used as set screws to adjust the sectors to their 
proper lecation. With the set screws and a plumb-bob 
it is thus possible to keep the joints vertical and the 
open end concentric and of the desired diameter. It is 
vital that the face joints be kept radial. 


Start Laying Sectors 

(7) When there is assurance of a good fit of the re- 
fractory lining, proceed with the permanent laying-up 
of the circular sectors, starting with the door sill 
clamped in place as shown in Fig. 2. The first piece 
must be located carefully and in line, or each successive 
piece will give trouble. Wetting the bonding surfaces 
of the refractory shapes before applying air-set cement 
will prevent rapid drying of the cement and make it 
easier to slide the blocks in place and to obtain uni 
form joints. Trowel a full joint on the bonding face 
and on the end that fits against the end disc, then slide 
and tap into place, squeezing out excess cement. 
(Fig. 3). 

(8) Install the door jambs last. A good tight fit is 
desirable, and the jambs should be securely wedged in 
place. (Fig. 5). 

(9) Cement top refractory and disc pieces in posi- 


Fig. 6—Above, pouring castable refractory mix- 
ture. Limber steel rod or steel strap is worked 
through mixture to consolidate lining and elim- 
through mixture to consolidate lining and 
eliminate all air pockets. Space between outer 
and inner linings must be completely filled. 
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tion. Make sure good cement joint is obtained. (Fig. 4). 

(10) Stuff waste or rags around shapes that make up 
the door opening to prevent castable from running out 
when insulation is cast in place. 

(11) Mix castable refractory according to manufact 
urer’s specifications and pour into place at once. (Fig. 
6). A cement mixer works best for this job because of 
the volume of castable used. 

(12) Insert a thin steel rod between shell and re 
fractory when pouring the castable, to work out ait 
pockets and insure against voids in outer lining. 

(13) Use a wood plug or mandrel in the top disc 
opening, or place a few insulating bricks around the 
hole to stop the castable from flowing into the opening 
when the top end wall is poured. (Fig. 7). 

(14) Loose steel end plate can be locked in place 
as soon as castable is poured. 

(15) The 3%-in. adjusting bolts and the waste around 
the door can be removed as soon as the castable has set 
up sufficiently. Allow the shell to set up overnight, or 
from 4 to 6 hours, before charging the first heat. Use a 
coke fire or gas torch to expel mechanical water before 
pre-heating with the arc. From 6 to 8 hours at 300 F 
to 400 F is sufficient. A suggested pre-heating schedule 
for 350, 500 and 700 Ib capacity furnaces is: (1) apply 
arc, using 5 kwh once each half-hour for two hours, 
(2) apply arc, using 8 kwh once each half-hour for the 
next two hours, and (3) apply arc, using 12 kwh once 
each half-hour for the next two hours. 


May Add More Power 


At the end of this time, a total of 100 kwh has been 
applied and the lining should be a dull red. Power may 
then be left on continuously at 100 kwh input until 20 
additional kwh have been applied, or until the lining 
temperature reaches approximately 2700 F. Turn off 
power and allow the lining to cool down over a 30-min 
period to a bright red before removing the door. 
Lining is then ready for use. 


Fig. 7—Below, castable lining has been completed. 
Best results will be obtained if new lining has been 
thoroughly dried for 24 to 48 hours and pre-heated 
thoroughly as described in article before first heat 





SAFETY 
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HYGIENE 


and 


AIR POLLUTION 


J. R. Allan D. A. Irwin 


COMMITTEES BEGIN 


First steps in the development of the industry- 
sponsored, long-range A.F.S. Safety & Hygiene and 
Air Pollution Program are well under way with the 
formation and initial meetings of several technical 
sub-committees. Formed on the recommendation of 
the A.F.S. Safety & Hygiene and Air Pollution Steering 
Committee, two sub-committees met in November, 
with two other sub-committees scheduled to meet in 
December and January. 


Steering Committee Directs Activities 

Headed by Chairman James R. Allan, International 
Harvester Co., Chicago, the A.F.S. Safety & Hygiene 
and Air Pollution Steering Committee, made up of 
some of the nation’s foremost foundry medical and 
technical authorities, is responsible for the overall di- 
rection of the program. Other members of the com- 
mittee are: 

Vice-Chairman Dr. Dudley A. Irwin, medical direc- 
tor, Aluminum Co. of America, Pittsburgh; Dr. J. H. 
Chivers, medical director, Crane Co., Chicago; Cheste1 
K. Faunt, manager, Christensen & Olsen Foundry Co., 
Chicago; H. A. Forsberg, vice-president, Continental 
Foundry & Machine Co., East Chicago, Ind. 

A. G. Granath, vice-president and chief engineer, 
National Engineering Co., Chicago; Dr. L. Hamlin, 


L. Hamlin F. A. Patty 


medical director, American Brake Shoe Co., Chicago; 
John M. Kane, manager, Dust Control Div., American 
Air Filter Co., Louisville; F. A. Patty, director Indus 
trial Hygiene, General Motors Corp., Detroit. 

James A. Purdy, vice-president, Michigan Mutual 
Liability Co., Detroit; Kenneth M. Smith, foundry 
engineer, Caterpillar Tractor Co., Peoria, IIL; J. P. 
Radcliffe, head, Industrial Hygiene Unit, Ford Motor 
Co., Detroit; C. P. Sohl, manager, Casualty, Safety & 
Group Insurance Dept., American Steel Foundries, 
Chicago; and W. O. Vedder, manager, Dust Control 
Dept., Pangborn Corp., Hagerstown, Md. 

Sub-Committee on Welding met November 20 at 
the Congress Hotel, Chicago, under the chairmanship 
of Fred Fluegge, International Harvester Co., Chicago, 
to formulate plans for preparation of a manual ol 
good welding practices. As planned, this manual will 
be of looseleaf format, well illustrated with sketches 
and photographs of best existing design, operation 
and maintenance procedures. The manual will be 
divided into three major sections: (1) design and 
engineering data, (2) operating procedures, and (3) 
maintenance. Also to be discussed in the proposed 
manual are health and safety aspects of foundry elec 
tric arc and gas welding, and an interpretation of 
data on atmospheric contamination. 


J. P. Radcliffe J. M. Kane 
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H. A. Forsberg W. O. Vedder 


WORK ON 


Welding Sub-Committee members are: ]. T. Wozny, 
American Steel Foundries; G. O. Hoglund, Aluminum 
Co. of America; William Witheridge, GMC; Walter 
Schultz, Allis‘Chalmers Mfg. Co.; W. W. Dodge, Cater- 
pillar Tractor Co.; J. F. Randall, Ford Motor Co.; 
Herbert Walworth, Lumbermen’s Mutual Casualty 
Co.; Charles Wyman, Western Electric Co.; and G. 
E. Humphries, GMC. 


Dust Control Sub-Committee Meets 

A.F.S. Sub-Committee on Foundry Dust Control 
and Ventilation held its first meeting in Chicago No 
vember 27. First order of business of the new sub-com 
mittee was the election of John Liskow, American Ait 
Filter Co., Louisville, as chairman, and W. W. Dodge, 
Caterpillar Tractor Co., Peoria, Ill., as vice-chairman. 
In recognition of the foundry industry's current need 
for a practical, easily-understandable manual on dust 
control and ventilation, the committee tentatively out 
lined and discussed subjects that should receive major 
consideration in such a publication. 

This manual, it was unanimously agreed, must be 
well illustrated and worded so as ‘to be readily inter- 


preted by all supervisory and technical personnel in 
both large and small foundries. More than one con- 
trol procedure in each phase covered by the manual 


A. G. Granath J. A. Purdy 
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K. M. Smith J. H. Chivers 


MANUALS 


must be considered, the sub-committee decided, to 
help small plants set up economical dust control sys 
tems. As tentatively planned, the proposed manual 
will be prepared and published section by section in 
order to make the material quickly available. 

Members of the Foundry Dust Control and Ventila 
tion Sub-Committee are: Chairman John Liskow, 
American Air Filter Co.; Vice-Chairman W. W. Dodge, 
Caterpillar Tractor Co.; A. S. Lundy, Claude B 
Schneible Co.; A. G. Granath, National Engineering 
Co.; Theodore Glaza, Crane Co.; B. A. Dean, Ford 
Motor Co.; Kenneth F. Smith, Caterpillar Tractor Co 
and Herbert Weber, American Brake Shoe Co. 

A.F.S. Sub-Committee on Air Pollution will hold 
its initial meeting in Chicago on December 18, and 
the Sub-Committee on Foundry Safety will hold its 
first meeting early in January in Chicago. Both these 
sub-committees will direct their initial efforts toward 
preparation of good practice manuals. 

Foundries, foundry equipment manufacturers and 
groups and organizations with allied interests in the 
Safety & Hygiene and Air Pollution field who feel that 
they have technical personnel who can make a contri 
bution to committee objectives are requested to con 
tact Kenneth M. Morse, A.F.S. Safety & Hygiene and 
Air Pollution Program Director 


C. K. Faunt 








"SAFETY SID 


--The Foundry Kid” 


Cartoon Series Personalizes Good Safety Practices at 


BorN THIS JUNE out of a successful collaboration 
between Foundry Safety Inspector Harvey W. Johnson 
and Illustrator Joseph M. Graziano, “Safety Sid—the 
Foundry Kid,” a cartooned foundryman who appears 
on safety posters and billboards at Ford Motor Co.'s 
Aircraft Engine Division Magnesium Foundry, Chi- 
cago, has proven his worth in the positive safety pro- 
gram developed there. 

Ford took over the huge government-owned plant 
in Chicago on October 1950 under a letter contract 
to the United States Air Force to build Pratt and Whit. 
ney Wasp Major R-4360 engines to power the B-36 
Intercontinental Bomber. The R-4360 is a 28-cylinder, 
four-row piston engine that will develop 3800 hp, and 
is the largest engine of its type in the world. 

Ford engineers and production men began reacti- 
vation of the Magnesium Foundry in January, when it 
became apparent that it would be impossible to sub- 
contract the required magnesium castings. Reactiva- 
tion was hurried along and the first test casting was 
poured on May 10. 


Formulate Extensive Safety Program 

As operations in the Magnesium Foundry moved 
toward production, a safety program was developed 
simultaneously. A prime factor in setting up the pro- 
gram was the desire to afford a positive approach to 
the safety problem. 

Clifford L. Wheeler, manager of the foundry, in- 
sisted that each person in the foundry be made indi- 
vidually responsible for safe practices. All supervision 
is kept closely in touch with the safety program 
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through a safety bulletin distributed each Monday. 
Every foreman is required to check each day to be 
sure that his men are working in a safe manner and are 
wearing the safety equipment issued to them. 

Naturally, one of the first problems undertaken was 
an effort to make all of the employees of the foundry 
safety conscious. This was accomplished by a direct 
selling job. That’s where “Safety Sid’’ came into the 
picture. 

When the men come on shift, the first person who 
greets them is “Safety Sid,” from either side of the 
underground entrance to the plant. Sid passes along 
this greeting; “Good Morning! Wear your goggles and 
safety shoes and have a good evening!” 


Posters Changed Each Month 


“Safety Sid” is displayed prominently in various 
other foundry locations. All posters are changed reg- 
ularly and the employees now anticipate each new 
poster to find out what Sid has on his mind for the 
month. Every attempt is made to influence each man 
so that he will subconsciously identify himself as a 
“Safety Sid.” This approach has been implemented by 
making use of displays showing damaged safety equip- 
ment that prevented an accident and using the name 
of the person concerned as “The Foundry Kid who 
used his safety equipment.” 

Since many of the employees who have joined the 
foundry have had little experience in magnesium 
operations, each new employee is given a thorough 
indoctrination, consisting of individual explanation 
concerning the hazards of the job, safety equipment 
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SAFETY 
SID 


When foundrymen come on shift at Ford Motor Co.'s 
Chicago Magnesium Foundry, the first person to 
greet them is “Safety Sid—the Foundry Kid,” a 
smiling cartoon character whose likeness on prom- 
inently-placed billboards and posters throughout 
the plant reminds foundrymen that their safety is 
of paramount importance both to themselves and to 
the company. “Safety Sid” and the intensive, per- 
sonalized safety campaign he represents have paid 
off in 7,500 safety-conscious foundry employees. 


Ford Magnesium Foundry 


used and prevention and control of magnesium fires. 
The foundry safety department, in conjunction with 
the division fire department, has given all foundry 
employees a complete course in the suppression of fire, 
including operation of all fire-fighting equipment. 
Each man actually extinguishes a magnesium fire. 
Fire causes and prevention are stressed to make sure 
that each employee understands the nature of magne- 
sium fire, how it occurs, what he must do to extinguish 
such fire and how such occurrences can be eliminated. 


“Safety Sid—the Foundry Kid” is 
the collective brain child of Joseph 
M. Graziano, Ford Training De- 
partment illustrator, left, and 
Harvey W. Johnson, foundry safety 
inspector at Ford Motor Company's 
Aircraft Engine Division. Born 
this June, “Safety Sid” personifies 
good foundry safety praciices to 
some 7500 Ford Magnesium Found- 
ry employees, who have come to 
identify themselves and their own 
plant safety and well-being with 
their cheery cartoon counterpart. 
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Each week a different National Safety Council Film 
is shown to all hourly employees and the 15 minutes 
required for the films have paid dividends. Current 
plans include the showing of one film a week until a 
total of 16 subjects have been covered. 

New employees are shown where all safety equip 
ment is located, including the safety shoe store and 
safety glass cleaning stations. Opening of the safety 
shoe store was accompanied by considerable publicity, 
and included a demonstration of driving an industrial 
electric truck and a loaded V-dump sludge cart over 
sample shoes. 

The “Foundry Toe Savers Club” sent a large bou- 
quet of flowers, offering congratulations on the open- 


’ ing of the store. Safety shoe sales have been brisk and 


nearly all hourly and salaried personnel have pur- 
chased the shoes. 


Foundry Good Housekeeping Stressed 


With the realization that housekeeping is of para- 
mount importance in a magnesium foundry, a broad 
program was launched to remove any hazards that 
might come about through poor housekeeping. 

The fact that the employees have been made safety 
conscious has been a big help. Sweepers, for example, 
know that their job is necessary to the safety of their 
co-workers. 

In addition, a negative incentive has been provided 
in the form of a poster proclaiming that the depart 
ment possessing it is the recipient of the “8 Ball” 
award for poor housekeeping. This award has been in 
existence for several months but still decorates the 
safety office—no department has failed to meet the 
high standards of housekeeping that have been set. 


Specialized Protective Clothing Developed 
There has been considerable development at the 
Magnesium Foundry in the use of safety devices and 
specialized protective clothing. Men at pouring sta 
tions are furnished flame-proofed jerseys and dunga 
rees, in addition to gloves, spats and clear plastic face 
protectors. Every attempt has been made to furnish 
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_ Ford Magnesium Foundry employees look over “8-Ball” 
award for poor housekeeping. In its several months’ existence, no 
department has “won” it by failing to meet high safety standards. 


cy Living proof that eye safety pays off is Leonard Zelke, 
Ford Magnesium Foundry coremaker, shown here with the safety 
glasses that saved his eyesight in a recent foundry accident. 


all equipment necessary to eliminate any hazards at 
pouring stations. 

A special pouring device was designed by Ed Cronin, 
general foreman, and L. M. Spencer, superintendent of 
Melt and Pour. This device furnishes a positive pour- 
ing control, through use of a modified standard ladle. 
(See front cover of this issue.) The same two men 
adapted a melting furnace puddler that enables the 
furnaceman to agitate the metal while standing well 
clear of the furnace. 

Since cleaning of magnesium castings is frequently 
a trouble spot in magnesium operations, special cloth- 
ing was designed to furnish protection for cleaning 
station employees. A special jacket, known as a “‘tear- 
off” coat, is furnished to each man at the cleaning sta- 
tion in addition to glasses, gloves, face protector and 
flame-proof trousers. 


Invent “Tear-Off’’ Safety Coat 


This jacket is so designed that it may be removed in 
one quick motion without many fasteners to unhook. 
The coat is open at the back and is fastened by two 
snaps that can immediately be opened by a pull on 
the left shoulder strap of the coat. An elastic wrist 
band prevents accumulation of filings inside the coat 
sleeve. The “tear-off coat’’ was conceived by L. M. 
Werk, superintendent of Cleaning and Heat Treat, 
and H. W. Johnson, foundry safety inspector. All per- 
sonal safety equipment and clothing issued to the men 
has been chosen and developed so that it will be as 


At Ford Motor Co.'s Aircraft Engine Division Magne- 
sium Foundry, Chicago, Furnaceman Samuel Kendall, 
left, puddles magnesium in a 2,200-lb capacity gas 
fired melting furnace with the aid of a special tool 
that agitates the magnesium flux. At right, Furnace- 
man Edward Miller removes melt sample for analysis. 
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comfortable as possible and still give maximum pro 
tection to the wearer. 

Every issue of the Aircraft Engine News, the Divi 
sion’s bi-weekly employee newspaper, carries an article 
dealing with some phase of the safety program in the 
Magnesium Foundry. These articles have made “Safety 
Sid, the Foundry Kid” a well known person to all of 
the Division’s 7500 employees and have built up pride 
in their safety program and record. 
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Benvenuto Cellini’s 


“PERSEUS” 


International Award of Honor 
To Be Presented During 1952's 
International Foundry Congress 


Mario Olivo 
Owner 


Impiante Fonderie Olivo 
Milan, Italy 


FirtinG symMsBow of the International Award of 
Honor, to be given to an outstanding foundryman for 
the second time at the 1952 International Foundry 
Congress & Show, is a replica of one of the world’s 
great masterpieces of the art of casting metals—Ben 
venuto Cellini’s famed statue of “Perseus.” 

Each year, the foundry technical society acting as 
host to the International Foundry Congress is given 
the privilege of selecting a foundryman from_ its 
country as recipient of the International Award of 
Honor. As host to the 1952 International Foundry 
Congress at Atlantic City, May | through 7, the Amer- 
ican Foundrymen’s Society will select a U.S. foundry 
man for this honor. In addition to the small “Perseus” 
awarded the recipient permanently, the Society will be 
given one-year custody of a larger copy of “Perseus” in 
token of awarding of the honor for that year to an 
American foundryman. 

lo find the reasons why “Perseus” was chosen by the 
author as a symbol of foundry accomplishment, it is 
necessary to go back into history. 

Metal casting is as old as human civilization. It be 
gan in the dawn of history as a rude craft, reaching the 
status of a high art during the Greek and Roman 
civilizations. This art disappeared with the fall of the 
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Feature of the 1952 A.F.S. International Foundry 
Congress & Show next May 1 through 7 in Atlantic 
City will be presentation of a replica of Benvenuto 
Cellini’s cast bronze “Perseus,"’ symbolizing an In- 
ternational Award of Honor for outstanding con- 
tributions to the metal castings industry. 1952's 
Award recipient will be a foundryman from the 
United States, in keeping with a provision of the 
Award which states that the recipient each year 
will be a resident of the host nation to the Interna- 
tional Foundry Congress. In this article, the creator 
and donor of the International Award of Honor, 
Italian Foundryman Mario Olivo tells how the Award 
came into being and why “Perseus” was chosen as 
the international symbol of foundry achievement. 


Roman Empire (about 500 a.p.), and was dead through 
out the Middle Ages. Its first timid reappearance was 
about 1200 a.p., and by the time of the Italian Renais 
sance (1400-1500 a.p.) metal casting had again reached 
a high degree of perfection. 

Out of this “Golden Age of Foundry Art” came 
Benvenuto Cellini’s masterwork — ‘‘Perseus.”” Cellini, 
perhaps the greatest artist in metals the world has ever 
seen, himself became a foundryman in order to carry 
through his own works to the ultimate degree of per 
fection. Cellini’s work as a founder was the result of 
long and arduous labor, which he describes in his own 
work “Vita.” The statue of “Perseus” is thus in itself a 
symbol of the craft that Cellini had to master to create 
a great work of art. 

Ihe importance of “Perseus” to foundrymen of the 
world is readily apparent, and it was this that gave the 
author the idea of offering an annual International 
Honor Award consisting of a replica of this great work 
that symbolizes the ultimate in foundry achievement. 

As to the statue itself, Cellini has written that he 
considers “Perseus” as representative of what can be 
done in the foundry art. It depicts the legend of the 
mythical Greek hero, Perseus, son of the god Zeus, who 
slew the snake-haired monster Medusa by cutting off 
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her head. Throughout the ages, this legend has symbol- 
ized the triumph of good over evil, of intelligence over 
brute force, and of the spirit over material things. 

Cellini was commissioned by Grand Duke Cosimo de 
Medici of Florence to create “Perseus” as a memorial 
to. Florence’s victories over her enemies and as a sym- 
bol of the city’s independence. ‘To do this, Cellini first 
made several wax models. 

The author, feeling that the International Award 
would be more representative of the foundry art if it 
were made from one of Cellini’s original models, 
rather than if it were a simple reproduction made by 
modern methods, applied to Florence’s- National Mu- 
seum for permission to make the award from Cellini’s 
original model molds. 

The bronze model in the Florence Museum is about 
two feet high and in perfect condition. It is not iden- 
tical to the larger finished work, which stands in the 
city’s famous Loggia, but is similar. The exact year 
when the model was made is not known, but it is likely 
that the model was one of the last made before Cellini 
set to work on the final statue. As far as is known, no 
reproduction has ever before been made of the Na 
tional Museum's model. 


Only Reproduction in Existence 

Through cooperation of Italy’s National Council for 
Art Research, permission was given by the Italian 
government to make one reproduction of the statue. 
Chosen for this work was Bruno Bearzi, foundryman 
and restorer of works of art, assisted by Dr. Somigli of 
Florence, as metallurgist. 

A gypsum mold was made of the bronze model, and 
from this a true wax model was taken. Following meth- 
ods described by Cellini himself in his work, “Trattato 
della Scultura”, a mold was made and cast in bronze. 
Ihe original model and the gypsum mold were then 
given to the Italian government's Custodian of Art 
Works, to insure that no other reproductions would 
be made. Thus the two-foot bronze “Perseus” that 
represents the International Award of Honor may it- 
self be considered an original work of art, since it is the 
only reproduction of the Florence Museum’s model. 

Smaller reproductions of the two-foot model are 
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Photographed with the smallei 
“Perseus” replica given to recipi 
ents of the International Award 
of Honor, during its first presen 
tation at the 1951 International 
Foundry Congress in Brussels this 
fall were, left to right: Dr. F. W. E. 
Spies of The Netherlands, presi 
dent of the International Com 
mittee of Foundry Technical Asso- 
ciations; Past Committee President 
Rene Deprez of Belgium, first 
man to receive the Award; and 
futhor Mario Olivo, creator and 
donor of the Award of Honor. 


given each year to the recipient of the award for perma- 
nent possession, First presentation of the International 
Award of Honor was made at the 1951 International 
Foundry Congress in Brussels, when Rene Deprez of 
Belgium, Past President of the International Commit 
tee of Foundry Technical Associations, received it for 
his outstanding work on behalf of the metal castings 
industry, 

The International Award of Honor is made each 
year under rules established by the International Com 
mittee of Foundry Technical Associations. Now an 
annual feature of the International Foundry Congress, 
the International Award of Honor provides an incen 
tive to metal castings research and is symbolic of the 
cooperation and harmonious relations that exist be 
tween foundrymen of all free nations. 


Early Entries Forecast Greatest 
A.F.S. Apprentice Contest for 1952 


BASED ON EARLY ENTRIES, the 1952 A.F.S. Apprentice 
Contest will be the greatest in the 29 years of the Con 
test’s existence. To date, six Chapters have entered 
the Contest—Southern California, St. Louis District, 
Birmingham District, Wisconsin, Detroit, and Metro- 
politan—the largest number of Chapters ever to do 
so at this early date, and many companies have an- 
nounced they will conduct in-plant contests. 

Deadline for Contest entries is March 15. National 
Judging will take place at the University of Illinois’ 
Navy Pier Branch on or about April 1. 

Now in its 28th year, the contest is open to all ap- 
prentices in the United States, Canada, and Mexico 
who are taking a regular course of training of not less 
than three years’ duration. Contestants may not be 
over 24 years old on the day they prepare their entries; 
veterans’ age limit is 24 plus length of service in the 
Armed forces. 

Complete information on the contest can be ob- 
tained by writing to Jos. E. Foster, Technical Assistant, 
American Foundrymen’s Society, 616 S. Michigan, 
Chicago 5, Ill. In addition to regulations, A.F.S. Head- 
quarters supplies patterns, castings and blueprints 
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EFFECT OF CERIUM ON DUCTILITY 
AND IMPACT STRENGTH OF STEEL 


C. D. Berry 

Vice-President in Charge of Operations 
and 

A. A. Dorvel 

Metallurgist 

Hartford Electric Steel Corp. 

Hartford, Conn. 


Use of cerium as a supplementary addition to steel, 
according to the authors of this article, eliminates 
the low ductility and low impact strength common- 
ly encountered in dead killed steel when aluminum 
alone is used as a deoxidizer. Cerium raises duc- 
tility and impact strength by changing the shape, 
quantity and distribution of non-metallic inclusions. 


Most SATISFACTORY DEOXIDIZER for producing steel 
suitable for pouring in green sand molds is alumi- 
num. However, aluminum will produce low ductility 
in cast steel if added in the critical amount of 0.5 
to 1.0 Ib per ton of steel. The low ductility is caused 
by intergranular films or chains of eutectic sulphide 
inclusions (designated as Type II in “Effect of Alu- 
minum on the Properties of Medium Carbon Cast 
Steels,” by C. E. Sims and F. B. Dahle, A.F.S. Trans 
ACTIONS, p. 65, vol. 36, 1938). 

It was also determined that ductility could be par 
tially restored by adding sufficient aluminum to pro 
duce a small residual content of the order of 0.04 per 
cent in steel. Steel deoxidized with aluminum alone in 
any amount will not have the ductility of steel deoxi 
dized with manganese and silicon alone. 

Since eutectic sulphide inclusions, the cause of low 
ductility, are found along the primary grain boundries, 
it can be assumed that they are the last phase to 
solidify. Raising the freezing temperature of sulphide 
inclusions precipitates them earlier during  solidifi- 
cation. Thus, they are randomly distributed since 
precipitation of the sulphides has taken place before 
solidification is complete. 

If a separate sulphide phase can be made to form 
while the melt is still liquid, desulphurization will 
take place. Levigation of the sulphides will occu 
because of density differences. 

Work was initiated by one of the authors in 1940 
to determine a supplementary deoxidation addition 


with aluminum that would affect the sulphide equi- 

librium in the manner described. The material pro 

ducing the desired effect was made up of cerium and 

related rare earths in the form of mischmetal, which 

analyzes approximately as follows: 

Per Cent Per Cent 
50-55 


99.95 


Cerium 

Lanthanum Praseodymium 

Neodymium 15-17) Yttrium 

Iron oe 2.5-3.0 Ilinium 
Samarium 


Terbium ] 
| 
\ 
f 
| 


Data in Table | shows how mischmetal additions 
improved the ductility of several heats of steel: 


EFFECT OF CERIUM ON DUCTILITY OF 
Cast STEEI 


TABLE | 





Alumi- Misch 
num metal Yield |, Elong 
added added Strength U.TS in 
Bar Ib/ton Ib/ton psi psi 2 in R.A 
171 21% 1 41,400 73,600 29.0 18.9 
71 2, ; 13.450 75,250 29.0 49.7 
471-5 214 39,99 74,550 $1.0 56.0 
i71-: 21 10,850 73,700 31.0 62.1 
171 21% 5 39.650 74,000 30.0 59.9 
171-5 41,750 73,700 27.0 39.7 
171 41,850 75,400 28.5 16.3 
978 42.550 73,900 26.0 45.5 
10,500 71,300 29.0 49.5 
12,300 76,100 29.5 515 
15.450 75,900 $2.0 61.3 
15,400 76,250 $2.5 65.0 
16,000 75.500 $2.5 65.3 
16.100 76,250 $2.0 63.5 
13,000 67,900 27.0 13.4 
292-1 2% 13.800 65,200 $2.5 65.8 
‘Chemical analysis: carbon 0.24, manganese 0.67, silicon 0.29 
phosphorus 0.026, sulphur 0.039. Heat treatment 
1650 F, draw 1250 F 
*Chemical analysis: carbon 0.32, manganese 0.62, silicon 0.43 


978 
978-2 


Q78-3 


Q7R 


978-5 


O78 


9Qg2 9) 


normalize 


phosphorus 0.022 sulphur 0.089 

Chemical analysis: carbon 0.185, manganese 0.50, silicon 0.38 
phosphorus 0.022, sulphur 0.034. Heat treatment 
1650 F, draw 1250 F. Heats 978 and 292 have been made since 
1947 by the authors at Hartford Electric Steel Corp. and confirm 
findings made by C. D. Berry during his work on a Master's 
Thesis at the University of W'sconsin in 1942 


normalize 





Examination of non-metallic inclusion 


showed that they had been altered by the addition of 


patterns 


TasBiLe 2—ComMPARATIVE EFFectTs OF CrrtuM, ALUMINUM AND SILI 
CON DEOXIDATION ON SUBZERO IMPACT PROPERTIES OF CAST STEFI 





Aluminum  Mischmetal 


Room 
Temp., F 


added 
Ib/ton 


added 


Bar No Ib/ton 


Charpy Kevhole Impact Values. ft-lb 


25 F — F —75 F 





0 0 41.5-41.5 
24% 0 21.0-17.3 


21, i 50.9-48.2 


27.4-28.1 18.3-21.7 
15.2-16.7 13.9-14.8 
$8.6-41.0 38.2-36.6 


20.0-22.4 
10.1-11.2 
$5.0-31.9 


*Heat Treatment: Normalize 1650 F, water quench 1550 F, draw 1275 F 
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$3—Errecr oF CERIUM ON SUBZERO IMPACT 


PROPERTIES AND DUCTILITY OF 


NORMALIZED AND DRAWN STEEI 





Properties 


Y.P 


ps! 


U.T.S 


ps! 


Elong. 2” 


Bar No. Al added Mischmetal 
1344 
1344-1 


21% Ib/ton 0 


21/, Ib 1 Ib/ton 


66,300 


66,250 


28.5°% 


33.0% 


13,250 
ton 13,100 


Carbon 0.18, manganese 0.54, silicon 0.32, phosphorus 0.017, sulphur 0.032 


Charpy Keyhole Impact Values ft-lb 


R.A 
of Room lemperature WT 100 
25.0 


13.0 


9.0 
29 0 


8.0 11.0 
on k 


yf 


8.9 


6.0 
70 


18.40, 


62.6°; 


7.0 


26.5 19.5 


Normalize 1650 F, draw 1250°1 





‘TABLE 4—COMPARISON OF IMPACT VALUES OF A Low 
ALLoy STEEL WitH AND WITHOUT MISCHMETAI 





Charpy V-Notch Impact Values ft-lb 


Bar 
No. 


Mischmetal 


Ib/ton Room Temperature —40 F 


7380 0 
780-1 i 


14.0 
58.0 


88.5 


53.0 


12.0 
63.5 


13.0 
61.0 


10.0 
56.0 


39.0 
55.0 


Chemical Analysis: carbon 0.27, 
phosphorus 0.018, sulphur 0.031, chromium 0.56, nickel 0.70 
molybdenum 0.53. Addition of 4 Ib/ton of mischmetal reduced 
sulphur to 0.018 in Bar 780-1. Deoxidation: 214 lb/ton aluminum 
Water quench 1600 F, draw 1150 F and water quench. Hardness 
269 Brinell. 


manganese 0.90, silicon 0.45, 





cerium. Where only aluminum was added, there was 
a definite tendency toward a grain boundary stringet 
inclusion pattern. Where cerium was added to alu- 
minum-treated steel, inclusions were globular and 
distributed at random. 

Effects of cerium plus aluminum as compared to 
aluminum treatment alone and silicon alone can be 
gaged from Table 2. Table 3 shows the improvement 
in ductility at room temperature and in subzero im- 
pact on quenched and tempered medium-carbon steel. 

It can be seen from Table 3 that the addition of 
cerium to medium carbon steel improved tensile duc- 
tility and Charpy keyhole impact values down to —50 
F in normalized and drawn condition. In the quenched 


$ 


3 


ARPY/MIACT FT LB 


70 60 SO 40 23 20 10 O 


TEMPERATURE °F 





10 -20 -30 -40 -50 -60 


and tempered condition, good impact values are ob 
100 F. 

Quenching and tempering medium carbon steel of 
low alloy content will not give a fully martensitic struc 
ture in the 1x1 in. sections used in the foregoing 
experiments. Result will be a 


tained down to 


finer distribution of 
carbide and a finer ferrite grain size. This improve- 
ment in heterogeneity of the microstructure resulted 
100 F. 

Additions of mischmetal were made to a low alloy 


steel which had sufhcient alloy to assure 


in higher impact values at 
a fully mar- 
tensitic microstructure upon water quenching. Results 
are shown in Table 4. 

It can be seen that cerium has a twofold effect on 
sulphide inclusions in cast steel. First, it acts as a de 
sulphurizer, Second, sulphide inclusions that do re 
main are small, globular and randomly distributed, 
due to being precipitated early in solidification. 


Conclusions 


In addition to improvement in room temperature 
and low temperature ductility, and impact properties, 
a marked effect 
on high temperature properties of carbon and alloy 
steels. Work begyin by Co-Author C. D. Berry in 1940 
shows that hot shortness encountered in some steels 


cerium and related rare earths have 


on hot working can be reduced, and in some cases 
eliminated. This results from the high refractoriness 
of ceria, low solubility of cerium-treated non-metallics 
at high temperatures, and an improved pattern. 


Fig. 1 
deoxidation on impact properties 
of cast steels shown in Table 
illustrated by this graph. All me 
steels the 
unalysis, 471-3 was deoxidized with 
471-5 
neither. 


Effect of tem perature and 
2 are 


dium carbon of same 


aluminum and mischmetal, 
with Al alone, 471-6 with 


-10 -60 -90 - 
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NEW HIGH SCHOOL LEVEL TEXT 
TEACHES FOUNDRY FUNDAMENTALS 


JUsT PUBLISHED is the A.F.S.-sponsored text, FOUNDRY 
Work, by Edwin W. Doe, chairman of the Metal Shops 
Department of Brooklyn Technical High School, 
Brooklyn, N. Y. The first book of its kind sponsored 
by the foundry industry, Founpry Work is designed to 
teach the simple principles of foundry practice in high 
schools, trade schools and industrial training programs. 

The 109-page volume was prepared by Mr. Doe 
under the auspices of the Textbook Committee of the 
\.F.S. Educational Division. Opening with a history 
of the foundry industry and the use of metal castings 


Author Edwin W. Doe is 
a member of the A.F.S. 
Metropolitan Chapter 
and of the Educational 
Division’s Textbook 
Committee. Since 1922 
he has taught foundry at 
the Brooklyn (N.Y.) 
Technical High School 
where he installed the 
school’s new foundry in 
1935, and where he is 
today chairman of the 
school’s Metal Shops. 


in modern industry, FouNpRY Work goes on to provide 
a simple, compact study of the tools, processes and 
other basic factors involved in foundry work. 

The text is divided into 10 sections as follows: 

(1) The Foundry Industry. Early History. Modern 
foundries. Value of foundry products to industry. 

(2) Fundamental Foundry Processes. Molding. Core 
making. Melting. Pouring. Cleaning and finishing. 

(3) Foundry Tools and Equipment. Hand tools. 
Mechanical tools. Flasks. 

(4) Patterns. Flat-back patterns. Irregular parting. 
Split, gated and matchplate patterns. 

(5) Sand Molding. Green sand molding. Exercises. 
Floor molding. Exercises. Machine, dry sand and loam 
molding. Centrifugal casting. 

(6) Baked Sand Cores. Hand coremaking. Exercises. 
Machine-made cores. 

(7) Melting and Pouring Materials and Alloys. 
Gray iron—cupola furnace; electric furnace; air fur- 
nace. Steel—open hearth furnace; converter; electric 
furnaces. Non-Ferrous Metals—crucible furnace; re- 
verberatory furnace; electric furnaces. 

(8) Cleaning and Finishing Castings. Hand cleaning. 
Mechanical cleaning. Tumbling barrel. Sand blasting. 
Airless blast cleaning. Chemical cleaning. Auxiliary 
tools. Inspection. Heat treatment. 

(9) Occupational Advantages in the Foundry. 

(10) Glossary of Foundry Terms. 

Photographic files of scores of foundries and foundry 
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equipment manufacturers throughout the country 
have been culled to produce the 100 photographs, 
charts and diagrams that illustrate the text. Only 
those that illustrate most clearly the points brought out 
in the text are used. These drawings and photographs 
make every operation clear to the reader by showing 
him what to do at the same time the text shows him 
how to do it. 

Published for the American Foundrymen’s Society 
by John Wiley & Sons, Inc., 440 Fourth Ave., New York 
16, N. Y., copies of Founpry Work, 109 pp., 100 illus 
trations, 6 x 914, are available direct from the pub 
lisher or from A.F.S. Headquarters, 616 S$. Michigan 
Ave., Chicago 5, IIl., at $1.76 per copy. Available from 
Canadian agents at $2.20. 


Foundry Equipment Manufacturers 
Re-elect Officers at Annual Meet 


PRESENT OFFICERS, headed by President C. V. Nass, 
Beardsley & Piper Div., Pettibone Mulliken Corp., 
Chicago, were re-elected by the Foundry Equipment 
Manufacturers Association at its Annual Meeting, held 
at the Homestead, Hot Springs, Va., October 31—No- 
vember | and 2. 

Other officers re-elected to serve in 1951-52 are: 
Vice-President Aubrey J. Grindle, president, Grindle 
Corp., Markham, IIl.; and FEMA Executive Secretary 
Treasurer A. J]. Tuscany. New directors are W. B 
Wallis, Pittsburgh Lectromelt Furnace Corp., Pitts 
burgh; and D. E. Davidson, Link-Belt Co., Chicago 

Opening day, October 31, was devoted to Product 
Group meetings, beginning with a Product Group 
Policy Committee breakfast, continuing with a lunch 
eon meeting of the FEMA Board and Product Group 
chairmen, and concluding with Board and Group 
meetings in the afternoon. New Director W. B. Wal 
lis was Reception host in the evening. 

Second day featured a symposium on “The Wash 
ington Picture” and its relationship to the foundry in 
dustry. Other October 1 highlights included election 
of officers, the Secretary-Treasurer’s Report, and an 
Open Forum discussion. 

A.F.S. National President Walter I... Seelbach, speak 
ing on “Aspects of the 1952 International Foundry 
Congress & Show,” told of his recent visit to the 1951 
International at Brussels and described accommoda 
tions and exhibit plans for the 1952 International, to 
be held in Atlantic City, May 1-7. A.F.S. Secretary 
rreasurer Wm. W. Maloney answered member's ques 
tions on exhibit facilities. 

Final day; November 2, began with a session, on 
business trends and included reports on activities of 
the Foundry Educational Foundation and National 
Castings Council. Concluding address of the 32nd 
Foundry Equipment Manufacturers Association meet 
ing was given by E. L. Shaner, Penton Publishing 
Co., Cleveland, who spoke on world economics prob 
lems in a talk titled “What About Tomorrow?” 
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2 Pourers on Units 2 
and 3 push ladles on 
monorail by hand to 
keep up with mold con- 
veyor. Unit 3 uses tight 
flasks, Unit 2 (back- 
ground) uses snapflasks. 


Tapping 64-ton air > 
furnace. Covered 3000- 
lb transfer ladles move 
on powered carriers sus- 
pended from monorail. 
Two air furnaces used al- 
ternately on athree day 
cycle, receive metal from 
two hot blast cupolas. 


MODERN 
FOUNDRY 
METHODS 


EXPAND HIGH PRODUCTION 
MALLEABLE IRON PLANT 





4 
» 


& Electromagnets bring sprue (foreground) and steel 
scrap (background) to weigh buckets. Coke falls from 
storage into third underfloor weigh bucket at right. 
Buckets index to each of three positions and discharge 
into drop-bottom, charging bucket under coke hopper. 


Climaxing a 1% million-dollar expansion, Albion 
Malleable Iron Co., Albion, Mich., held open house 
November 13 through 17 to show townsfolk, visiting 
foundrymen, and castings users how a modern, high- 
production malleable shop produces automotive, 
truck, and tank castings. Some of the highlights of 
a tour of Albion Malleable are illustrated in this 
month’s Modern Foundry Methods with pictures 
made by Torkel Korling and by plant photographers. 

Metal is melted in two 58-in. 
hot blast water-cooled cupolas 
which drain continuously 
through front slagging spouts 
into one of two 64-ton air fur- 
naces. One air furnace is used 
three days while the other is 
on repair and standby. Blast is 
heated to 400 F by a recupera- 
tor in the common stack of the 
air furnaces which are placed 
end to end in front of the 
cupolas. Metal goes into the 
air furnace at 2800 F, comes 
out at 2900 F. 

A charge of 3000 Ib, mostly 
steel scrap and sprue, goes 
into a cupola about every four 
minutes, the skip-hoisted, bot- 
tom discharge bucket indexing 
hydraulically from one cupola 
to the other. Scrap and sprue 
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are sorted on turntables of 100 ton capacity; charges are 
made up as illustrated on facing page. 

Metal is analyzed every half hour, samples being sent 
to the laboratory by pneumatic tube. Results are re- 
turned to the melting office by telautograph. 

Molten metal transfer is by 3000-Ib covered, lip-pour 
ladles to four pouring areas. Unit 1 makes miscellaneous 
short run castings on several types of molding machines. 
Unit 2 for squeezer work uses pop-off flasks. Match 
plates are gas heated for easy parting from hot sand. 
Cope and drag work up to about 10 Ib is made on jolt- 
squeeze-pin lift machines on Unit 3 and larger work up 
to 80 Ib is handled on Unit 4. Units 1, 2, and 3 are poured 
from 400-Ib, cylindrical teapot spout ladles on monorails. 
Unit 4 ladles hold 800 pound, are hung on monorails 
synchronized with mold conveyor. 

Synthetic sand for Unit 4 is prepared and distributed 
in one system, for Units 1, 2, and 3 in another. Each 
system uses two rotating pan-type mixers and overhead 
belt distribution to hoppers. Capacity of each system is 
300 tons, sand turns over two to three times a shift. Core 
sand returns more than make up for molding sand losses. 
Core sand is mixed in muller-type mixers. Most cores 
are blown and baked in three vertical, gas-fired ovens. 
Special cores and small runs are baked in circulating 
batch ovens. 

Unit 4 molds are clamped at parting line; weights 


Unit 4 molding line has four jolt-squeeze-strip machines for copes, four <a 
jolt-squeeze-rollover machines for drags. Copes are handled by '/2-ton air 
hoists on jib cranes. Duct overhead supplies outside air in hot summer. 


* Core blown directly into drier is transferred to vertical oven while machine 
automatically closes and blows another core. Rolled out on opposite side of 
oven, cores are gaged for location of spindle and sprayed with wash while hot. 


t Cartridge-type core blowers are 
used for high production of small 
cores. Sand delivery shown is stand- 
ard for all coremakers. Operator 
rides monorail power unit to deliver 
sand mixtures, check on supply in 
coreblower hoppers. Two muller-type 
mixers each turn out 930-lb batches 
of oil core sand every 7 minutes 
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@ Hooking bucket of hot castings 
from Unit 4 onto bucket conveyor. 
One of two in Albion Malleable 
plant, conveyor has 94 buckets, trav- 
els 752 ft near roof of plant to cool 
castings, carry them to spruing con- 
veyor and huge sorting slide (below). 





Castings make back-and-forth &> 
pass through water spray for dust 
suppression. Buckets discharge auto- 
matically when they tip on trunnions 
at peak of short ramp. Workmen 
knock off sprues, toss castings onto 
sorting slide (below). Sprue travels 
by apron conveyor, then belt, to 
sprue turntable for re-charging. Slide 
is part of Albion's expansion, re- 
quired 75 tons of steel to construct. 


& Six hood ovens can heat treat 20 tons of castings each while the seventh 
base is being loaded or unloaded. Ovens are gas-fired, have automatically 
controlled time-temperature cycle, create their own atmosphere. Hoods are 
handled by 30-ton gantry crane. Castings go into hood ovens or one of three 
controlled-atmosphere continuous ovens after trimming and hard iron inspection 
at foot of casting slide. Boxes are for temporary storage of hard iron castings. 


are used on other units. Weights 
on Units 2 and 3 are shifted by one 
man on each unit using an ice- 
tong arrangement powered by a 
quick-acting electric hoist. Molds 
on all units but No. 1 move on 
pallet conveyors which run under 
the floor or over head in tunnels 
after pouring. Flask return is by belt 
and roll conveyor for Unit 4, chain 
conveyor for Unit 3. Molds in Unit 
1 move on long pallets travelling 
on parallel roll conveyors. All cast- 
ings are removed on mechanical, 
forced-draft shakeouts, flasks being 
moved onto the grates by automatic 
or manually-operated air ram. 

Two bucket conveyors handle hot 
castings, one from Unit 4, the other 
from the other three units. Unit 4 
castings pass through water spray 
before discharging automatically at 
end of spruing belt at third floor 
level. Castings from other discharge 
automatically at middle of spruing 
belt. Spruing belt, casting storage 
and cooling slide, heat treating, fin- 
ishing, inspection and shipping facil- 
ities are in new section of plant. 
Sprues are separated at 145-ft long 
spruing belt, castings being hooked 
off onto slide to descend by gravity 
to first floor for hand trimming and 
hard iron inspection. 

Hard iron castings are currently 
stored in tote bins but will even- 
tually be placed directly into anneal- 
ing baskets. Annealing facilities in- 
clude six hood type ovens, each able 
to handle 20 tons, and three con- 
tinuous ovens handling 16, 43, and 
54 tons a day. The latter is the larg- 
est of its type in use. Hood ovens 
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generate their own atmosphere, the continuous ovens 
are supplied with a special atmosphere designed to 
give minimum decarburization and scaling. Natural gas 
is used throughout but the plant has a standby butane 
supply which will enable it to operate 100 per cent 
on butane if necessary. 

Annealed castings, approved for hardness, move by 
fork truck to the soft iron storage area. Castings are 
cleaned in six airless blast tumbling machines, one with 
a capacity of 3000 Ib, five able to handle 1500 Ib each. 
Cleaning cycle is nine minutes; machines cleaning 200 
tons of castings a day. Machines are loaded by gravity 
from hoppers filled by crane magnet. Clean castings 
discharge onto a conveyor belt which unloads onto in- 
clined belt that takes them 136 feet across the finishing 
room and up two stories to the sorting belt. 

Sorters distribute the castings into appropriate bins 
which feed castings by gravity to shearers and grinders 
at the second floor level. A large hydraulic shear trims 
large gates, six hydraulic shears are used on the smaller. 
Castings which can be sheared simultaneously with the 
later pressing operation by-pass the second floor. Where 
grinding is required, double-end stand grinders are used. 

Grinders and shearers toss castings into gravity bins 
which are unloaded on the main floor in the pressing 
department. Eight hydraulic presses assure that castings 
shipped will have close dimensional accuracy. Most dies 
are the push-through type which allow the operator to 
feed continuously from the front of the press while the 
castings discharge at the back into tote boxes. One cast- 
ing gated into a concave surface has the gates milled 
off in an almost fully automatic operation that handles 
200 castings per hour. Castings required to be painted 
before shipment are dipped by a chain conveyor which 
can automatically sort four types of castings into sep- 
arate tote boxes. 

Finished castings move through inspection to the 
shipping dock; 95 per cent are transported to the cus- 
tomer in one of Albion Malleable’s 12 trucks. 
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cs Three boxes of castings are removed from the 1 50-ft 
long radiant tube annealing furnace—largest of type 
in use—every 32 minutes. Controlled atmosphere in 
this and two smaller continuous furnaces is maintained 
and temperature loss is minimized by double-door vesti- 
bules at each end. Outer doors or inner doors are al- 
ways closed during transfer of boxes into or out of ovens 
Castings from each box is checked for Brinell hardness 


& After annealing, castings are loaded by crane mag- 
net into hoppers for charging six automatic shot blast 
machines. Clean castings discharge onto collector belt 
and dump onto belt (background, lower left) travelling 
to third floor sorting belt. Sorters distribute castings 
to hoppers which are unloaded by trimmers and grinders 
on second floor (below). Into hoppers again which dis- 
charge beside eight hydraulic presses, castings are back 
on first floor where they are pressed to eliminate pos- 
sible heat treat distortion. Some have gates sheared 
during pressing. One unusual die presses mixture of right 
and left hand components and sorts them automatically 


L& 


a Ford trucks handle tote bins and dump boxes of cast- 
ings between presses and inspection and shipping areas 
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Volume 59 (1951) A.F.S. Transactions 
Still Available in Limited Quantity 


PUBLISHED NOVEMBER | and mailed on that date to 
subscribers, sustaining and company members of the 
Society, Volume 59 (1951) of A.F.S. TRANSACTIONS is 
still available in very limited quantities. 

In addition to a resume of the Society’s activities in 
1951, Volume 59 contains more than 60 technical 
papers presented by leading authorities on virtually 
every phase of the metal castings industry at the 
American Foundrymen’s Society’s 55th Annual Meet- 
ing, held in Buffalo, April 23-26, 1951. 

Copies are available from A.F.S. Headquarters, 616 
S. Michigan Ave., Chicago 5, IIL, at $8.00 to A.F.S. 
members and $15 to non-members. 


A.F.S. President Seelbach Awarded 
Gray Iron Founders ’51 Gold Medal 


HiGHrst HONOR of the Gray Iron Founders’ Society, 
its 1951 Gold Medal, was awarded to A.F.S. National 
President Walter L. Seelbach at the Society’s Annual 
Meeting October 25 and 26 in Chicago. Mr. Seelbach, 
who was president of the Gray Iron Institute, fore- 
runner of the Gray Iron Founders’ Society, and twice 
president of the Society, was honored for “outstanding 
' leadership and unselfish service to the Society and to 
the gray iron industry.” 

Other award recipients at the Society’s Annual 
Meeting were GIFS President E. L. Roth, GIFS Vice- 
President R. G. Schaefer, and A.F.S. Past President Max 
Kuniansky, Lynchburg Foundry Co.,. Lynchburg, Va. 

E. L. Roth, Motor Castings Co., West Allis, Wis., 
was re-elected president of the Society, with R. G. 
Schaefer, Schaefer-Goodnow Foundries, Pittsburgh, 
elected vice-president; H. P. Good, Textile Machine 
Works, Reading, Pa., secretary; and H. J. Trenkamp, 
Ohio Foundry Co., Cleveland, re-elected treasurer. 


Netherlands Gray Iron Foundrymen Study 


+ 


Lester B. Knight (left), Lester B. Knight & Associates, 
Chicago, addressing Netherlands Gray Iron Foundry 
Productivity Team on “Modernization of Small Ameri- 
can Foundries” October 12 in Chicago. Others on the 
program were (back of projector left to right) Jos. E. 
Foster, A.F.S. National Office, and John Taylor, Lester 
B. Knight & Associates. Standing in the doorway ts 


New members elected to the Board of Directors 
were: T. I. Curtin, Jr., Waltham Foundry Co., Wal 
tham, Mass.; W. A. Morley, Olney Foundry Div., Link 
Belt Co., Philadelphia; Max Kuniansky, Lynchburg 
Foundry Co., Lynchburg, Va.; C. H. Ker, Dalton 
Foundries, Warsaw, Ind.; J. E. Quest, J. F. Quest 
Foundry Co., Minneapolis; and E. P. Trout, Lufkin 
Foundry & Machine Co., Lufkin, Texas. D. H. Work- 
man and C. O. Burgess were reappointed executive 
vice-president and technical director, respectively, for 
the coming year. 

The contest for the best example of a redesign of 
a machine part for production in gray iron rather than 
in the original material was won by W. E. Eccles and 
I. O. Kuivinen, Cooper-Bessemer Corp., Mt. Vernon, 
Ohio; second and third prizes went to L. Grenko, 
Textile Machine Works, Foundry Div., Reading, Pa., 
and J. D. James of the Cooper-Bessemer Corporation, 
Grove City, Pa. 


Society’s ‘‘Fluid Flow in Transparent 
Molds—Il’’ Film Nears 150th Showing 


A.F.S. souND COLOR FILM, “Fluid Flow in Transpar 
ent Molds—Il,” 
research undertaken at Battelle Memorial Institute, 
Columbus, Ohio, under the sponsorship of the A.F.S. 
Aluminum & Magnesium Division’s Research Com 
mittee, has to date been shown almost 150 times. 

Thousands of foundrymen and technicians from 
related industries have viewed the film at A.F.S. Chap 
ter, Regional and National meetings, in foundries, 
schools and colleges, and at meetings of metals trade 
and technical organizations. 

Interested companies, schools, chapters and organ- 
izations desiring to show “Fluid Flow in Transparent 
Molds—II” are requested to submit three choices of 
dates for showing to Jos. E. Foster, A.F.S. Technical 
Assistant, A.F.S. Headquarters, Chicago. 


second in a series of films dealing with 


American Casting Production Methods 


Leslie A. White, project manager for the Economic 
Cooperation Administration. Team Leader Ir. A. 
Baron Kraijenhoff, N. V. Nederlandsche Ijzergieterij 
“Vulcanus” at Vaassen is at far right. The team spent 
almost six weeks in the United States studying foundry 
methods in the Cleveland, Cincinnati, Louisville, 
Ky., Chicago, Milwaukee, and Columbus, Ohio, areas. 
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more and more importa cause ’- 
dously increased use of band saws in the foundry 
and other metalworking industries in recent years. 
In this article, the author tells how to select and use 
welding equipment engineered to produce band-saw 
welds that hold up under high or super-high speeds. 

ALL BAND TOOLS REQUIRE WELDs of maximum purity, 
density and accuracy, regardless of width and velocity 
involved. However, it is obvious that a l-in. band, 
friction sawing at 10,000 fpm and subjected to heavy 
feed pressure, demands a far stronger weld than a 
14-in. band operating at 150 fpm with only a light feed 
pressure involved. 

When selecting a band-saw welding unit, it is ad- 
visable to disregard capital outlay and concentrate on 
the unit’s versatility and productivity. In the long 
run, the portable flash welder, in the author’s opinion, 
is the most practical and economical. With an 8 kva 
transformer, such a unit is adaptable to welding of 
any band width up to 2 in., and with removable aux- 
iliary jaws can be used for welding rods and bars up to 
5/16-in. in diameter. It thus provides a ready solution 
to production, experimental and maintenance prob- 
lems that constantly arise in foundries. 

Units that flash butt weld saw blades, and that will 


By squaring both ends of the band 
this simple but ingenious cut- 
off shear simplifies butt or flash 
welding. A’ perfect weld is con- 
sidered stronger than any other 
section of the band. If a break 
should occur accidentally at the 
joint, 34 in. of the band should 
be removed from both ends be- 
fore attempting to reweld band. 


DECEMBER, 1951 


FORT Company 
DesPiaines, Ili. 


either upset butt or flash butt weld rods, depending 
upon the material, are preferable, in the author's 
opinion. Built-in welders limited to 14 or 54-in. bands 
should not be used even for occasional rod welding 
jobs in the foundry. 

Automatic saw or rod welding involves only three 
major steps once the ends of parts to be joined have 
been accurately squared, aligned and clamped into 
position: (1) pressing the welding switch, (2) press 
ing the annealing switch, and (3) dressing off the flash. 

First step in band-saw welding is to adjust the weld 
ing unit to fit band width. Next, the welding switch 
button is pressed and the correct amount of heat ap 
plied. The movable electrode then advances the prop 
er beading distance, and the current cuts off automat 
ically at the exact time. 

The most important welding operation—annealing 

is not, however, accomplished under such absolute 
control. Here, pressing the annealing switch button 
doesn’t mean a thing unless certain recommenda 
tions are followed. The following suggestions should 





aid materially in avoiding band weld failure caused 
by improper annealing: 

An annealing temperature of 950 to 1100 F will 
reduce hardness and prevent any tendency toward re 
hardening or embrittlement of the weld caused by a 
too-rapid cooling rate. Correct annealing temperature 
is best obtained by joggling the annealing switch, thus 
giving the weld short heat surges of 10 to 20 seconds 
duration, until the joint begins to glow a faint blood 
red. The glow should not be allowed to become visible 
in a lighted room, which would indicate that the joint 
has reached 1200 F—much too high for safe annealing. 
Some means of shading the weld should be used so 
that the glow becomes apparent at 950 F. 

Blades of varying makes and types frequently re 
quire different welder adjustments to compensate for 
variance in chemical composition. Even a slight varia 


Operator shown about to push annealing switch but 
ton on portable flash welder to weld 34-in. band. 


tion between one type of steel and another will alter 
weldability. Here is a means of readily determining 
the efficiency of a weld on any type of band steel: (1) 
set welder controls for the width of band, (2) make 
the weld and allow it to cool but don’t anneal it, and 
(3) break the weld. 


How to Avoid Brittle Welds 


\ good band weld has a fine grain structure, simi- 
lar to that of a broken file. A brittle weld has a coarse 
grain structure resembling thousands of minute crys 
tals. If the weld is brittle, controls should be changed 
as follows: 

(1) Gap control should be moved to next highe1 
setting or, if necessary, to its highest and widest posi- 
tion, and (2) spring tension should be reduced or left 
as is. The weld may now have more flash or upset, but 
it will have a fine grain structure and will prove excel- 
lent when correctly annealed. 

Alternative procedures are: (1) do not change jaw 
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or spring tension settings, but turn timing adjusting 
screw one-quarter turn in and out and make a weld at 
each setting to determine which is the most effective; 
and (2) set jaw gap control at either No. ] or No. 2 
position and change the timing adjusting screw to 
obtain normal flash or upset. 

\ correctly designed flash welder, in order to pro 
duce perfect welds and deliver trouble-free band opet 
ation even under production welding conditions, 
must incorporate such features as: 

(1) A positive stop on movable jaw travel, to pre 
vent possible jaw contacts that could result in shorting 
or burning out the transformer. 

(2) An entire switch mechanism independently 
mounted on a separate panel to simplify servicing o1 
replacement of switches. 

(3) A calibrated weld selector and spring tension 
controls to synchronize gap spacing and pressure, thus 
insuring perfect grain structure, density and uniform 
ity of welds. 

(4) Rigid construction plus a foolproof mechan 
ism, and last but not least, a substantial power reserve. 


Pneumatic Tubes Speed Lab Analysis 

\ 1000-FrT PNEUMATIC SYSTEM connecting the casting 
shop and metals research department at Scovill Manu 
facturing Co., Waterbury, Conn., permits fast labora 
tory analysis of each heat and eliminates the need for 
messengers between the operations. 

Samples of each heat are “tubed” from the shop to 
the laboratory some 2400 times a day, and a report re 
turned. If the heat meets specifications, the billet o1 
bar is released to the mill. Samples are placed in an 
envelope placed in a carrier, and the carrier inserted 


in the dispatch tube. The carrier travels at a speed of 


25 fps and is delivered into a receiving chute at the 
laboratory. Reports are sent back in a return tube. 
From 100 to 200 tube trips are made daily, and samples 


or messages can be dispatched from shop to laboratory 
without having to wait for messenger service. 
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cae he 


Luncheon group at Texas Regional Foundry Conference heard National President Walter L. Seelbach speak. 


on 


HOLD FOUR REGIONAL MEETINGS 
IN NEW ENGLAND, MIDWEST, TEXAS 


REGIONAL FOUNDRY CONFERENCES in 
Texas, Indiana, lowa, and Massa- 
chusetts during late October and early 
November gave some 1000 foundrymen 
in these areas an opportunity to trade 
technical information and visit plants. 
The conferences were: 

Texas Regional Foundry Confer- 
ence, Houston, October 19 
and 20. 

New England Regional Foundry 
Conference, Cambridge, Mass., Octo 
ber 19 and 20. 

Metals Castings Conference, Lafay 
ette, Ind., November 1 and 2. 

Quad City Regional Foundry Con 
ference, Davenport, Iowa, November 
8 and 9. 

Texas Regional Conference 

The 2nd Annual Texas Regional 
Foundry Conference was held in the 
Shamrock Hotel, Houston, under the 
sponsorship of the Texas Chapter and 
the Texas A & M Student Chapter. 
At the opening session, John B. Caine, 


Texas, 


Cincinnati, spoke on “Scabs, Buckles, 
and Spalls’ and Harry W. Dietert, 
Harry W. Dietert Co., Detroit, told 
“What to Control in Sand.” W. H. 
Lyne, III, Hughes Tool Co., Houston, 
and C. R. McGrail, Tesaloy Foundry 
Co., San 

Mr. Caine praised existing sand test 
ing methods and facilities but said that 


Antonio, were co-chairmen. 


most foundrymen are testing sand at 
room temperature to try to determine 
how it will behave during the few 
critical seconds when heated by molten 
and solidifying metal. Sand should be 
evaluated under service conditions, he 
declared, then controlled by means of 
room temperature tests. 

He described the dip test in which 
a standard 2 x 2 in. sand specimen 
is subjected to radiant heat, continuous 
immersion, or intermittent immersion 
in molten metal to simulate various 
mold conditions. Pictures made of in- 
termittent immersion tests showed that 
sand can spall, then heal itself so that 
a loose sand cope defect results with 
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out leaving evidence of the sand hav- 
ing broken away from any part of the 
cope or drag. 

Objective of sand control, said Mr. 
Dietert in his talk, is to select and 
determine the ingredients of a molding 
sand so it is not critical to mixing, 
is easy to work and shake out, and pro 
duces castings of good appearance and 
high quality. He divided a sand pro 
gram into control of structural prop 
erties (grain size and distribution), 
green properties, air-set properties, dry, 
hot, and retained properties. 

P. B. Croom, Houston Pattern Works, 
Houston, presiding at the first day's 
luncheon, introduced National Presi 
dent Walter L. Seelbach, Superior 
Foundry, Inc., Cleveland, as principal 
speaker. Mr. Seelbach outlined the 
technical activities of A.F.S., emphasiz 
ing that they embrace all cast metals. 
He stressed the importance of the 
Safety & Hygiene and Air Pollution 
program and stated that the Society's 
National Office’ would act as a correla 
tion center for information on safety, 


hygiene, and air pollution to take 


advantage of all available information 
for the benefit of the foundry industry. 

The first afternoon session was a 
general meeting on molding system 
design. Speaker was R. L. Mcllvaine, 
National Engineering Co., Chicago 
chairman was J. O. Klein, Texas 
Foundries, Inc., Lufkin. First con 
sideration in mechanizing, according 
to the speaker, is whether the metal 
is to be poured continuously, inter- 
mittently, or at the end of the day. 


Last In, First Out 


Sand and sand storage are critical 
factors, declared Mr. Mcllvaine, and 
he demonstrated with a transparent 
model how the last sand into a bin 
can be the first sand out. The ordinary 
storage bin is not a good place for 
cooling sand, he said, recommending 
a divided bin in which the compart 
ments are used alternately for cooling 
and for dispensing sand 

Three group meetings devoted to 
gray iron, steel, and non-ferrous prac 
tice followed the general session on 


mechanization. Howard H. Wilder, 


Part of the overflow crowd at the Quad City Regional Foundry Conference 


banquet. Speaker, Col. Jack. Major; topic: 


“Taxes, Women, and Hogs.” 





America, Detroit 
“< upola Practice for Gray 
Iron Foundries” with Robert C. Wit 
tlinger, Pioneer Foundry, Houston, as 
chairman. Ray A. Witschey, A. P. 
Green Fire Brick Co., 
cussed “Foundry Refractories’ with 
the steel group. Walter J. Temple, 
Kincaid-Osburn Electric Steel Co., San 
Antonio, presided. Non-ferrous found 
rymen heard George P. Halliwell, H 
Kramer & Co., Chicago, talk on “The 
{pplication of Some Fundamental 
Principles to the Melting, Pouring, 
and Casting of Copper Base Alloys.” 
Chairman of this session was FE. O 
Naquin, Oil City Brass Works. 


Vanadium Corp. of 
spoke on 


Chicago, dis 


Cupola Melting Objectives 


Mr. Wilder reviewed the funda 


mentals of cupola operation and gave 
attaining the 
clean metal of 
specified composition; 2750 F spout 


recommendations for 
following objectives 
temperature; reproducibility of results 
within narrow ranges; optimum melt 
ratios; and minimum reduction or 
oxidation of spout metal. 

Stressing proper 
fractories, Mr. 


application of re 
Witschey pointed out 
that some materials can be a refractory 
or a flux depending on their use. Dolo 
mite, he said, is a flux in an acid 
furnace, a refractory in a basic furnace 
He described the general properties of 
refractories and their manufacture. 

Mr. Halliwell declared that many 
difficulties encountered during produc 
tion of sound copper-base alloy cast 
ings are attributable to gases generated 
during melting, pouring, and casting. 
He defined some of the laws govern 
ing solution of gases in liquid and 
solid metals and gave sources of gases 
and gas-producing materials and cor 
rective measures. 

The first day of the Texas Regional 
ended with a barbecue at Grand Prize 
Brewing Co., Houston. 

The entire morning of the second 
day of the Texas Regional was devoted 
to shell molding, with talks and demon 
strations by L. G. Probst, National 
Engineering Co., Chicago. and J. A. 
Wickett, Monsanto Chemical Co., 
Springfield, Mass. Presiding was Mar 
vin W. Williams, Industrial Foundry 
Co., Houston. 


Mokes Shell Mold 


Mr. Probst demonstrated the produc 
tion of shell molds for an A.F.S. em- 
blem and described production set-ups 
in this country and in Germany. He 
gave as advantages of the shell mold- 
ing process: close dimensional toler- 
ances; minimum floor space and per 
sonnel; high yield and low scrap loss; 
and superior surface finish with high 
sales appeal. Disadvantages cited by 
Probst included: high pattern cost; 
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fumes; need for special handling of 
back-up shot; and 
quired before sand can be re used. 
Shell molding without mechaniza 
tion is a laboratory procedure, de 
clared Mr. Wickett in his talk. He out- 
lined furdamentals of shell molding 
and said that particle size of the resin 
binder used is directly related to the 
strength of the shell produced. He 
explained that dust suppressants and 


reclamation re 


anti-segregation agents are important 
to developing a uniform shell. 

C. E. Silver, Texas Electric Steel 
Castings Co., Houston, presided at the 
luncheon and at the technical session 
following. C. V. Nass, Beardsley & 
Piper Div., Pettibone Mulliken Corp., 


In discussing cores, Mr. Bishop asserted 
that moisture 
small variations making changes as 
high as 
baked strength 

Group meetings concluded the tech 


control is significant, 


50 per cent in the green and 


nical portion of the conference. John 
P. Holt, Basic Refractories, Inc., Cleve 
land, spoke on “Basic Cupola Opera 
tion” at a gray iron session. Charles R 
McGrail, Texaloy Foundry Co., San 
Antonio, 
and Coatings 


presided. “Molding Sands 
for Use at Elevated 
was the subject of W 
M. Peterson, M. A. Bell Co., St. Louis, 
at a steel session with L. O. Sturkie, 
Quality Electric Steel Castings Inc., 
Houston, as chairman. Michael Bock, 


Temperatures” 


at a ay 


/ 


‘ 


Oe 


Entertainment during the 


Texas Regional Foundry Conference included 


a trip down the Houston Ship Channel on the Sam Houston. In the party 


were, left to right: Co-Chairman 


Houston; P. B. Croom, Houston Pattern Works 
Harry 
Oberdorfer Foundries, 
femphis, Tenn.; 
Photo by Wm. 


L. Seelbach; National Director 
Detroit; Wm. D. Dunn, 

Parker, M. B. Parker Co., A 
urer Wm. Maloney. 


Chicago, discussed mechanization, stat 
ing that benefits include economic 
advantages, improved working condi 
tions, higher quality castings, and 
higher productivity. He 
company’s film 
Melding” which illustrated mechaniza 
tion in small and large shops. 

4 second film, “The A-D-M of 
Cores,” was shown by Warner B. 
Bishop, Foundry Products Div., Archer 
Daniels-Midland Co., 
up of scenes showing foundry produc 
tion and control of cores, the film 
showed flashbacks to the A-D-M labora 
tory to illustrate core testing and re 
search related to the production scenes 


showed his 
“Mechanization in 


Cleveland. Made 


H. Lyne, III, Hughes Tool Co., 
: National President Walte 
Dietert, Harry W. Dietert Co., 
Syracuse, N. 7. M. B 
and National Secretary-Treas 
G. Gude, Penton Publishing Co. 


II, Exomet, Inc., Conneaut, Ohio, dis 


cussed “Insulating Sleeves’ at the non 
ferrous session. Chairman was John 
G. Collier, Garrott Brass & Machine 
Co., Houston. 

Mr. Holt told how to convert from 
acid to basic cupola practice and 
gave details of relining, patching, and 
preparation of slag and tap holes. He 
explained the use. of slag specimens 
poured every 15 minutes in controlling 
basic cupola operations. 

Mr. Peterson described the use of 
zircon sands and washes in the produc 
tion of critical castings and cited ex 
amples of use where mild chilling is 
advantageous or where extra resistance 








to burn-on is needed. Zircon sands 
should be mixed mechanically, never 
by hand, he warned. 

Increasing yields in non-ferrous cast 
ings as much as 35 to 40 per cent was 
described by Mr. Bock. Gypsum-base 
sleeves on risers that are initially cor 
rect will keep them liquid four or 
five times as long as sand will, he said. 
He showed sectioned and radiographed 
test castings to illustrate the improved 
feeding and smaller risers that may 
be used. 

The Texas Regional concluded with 
a banquet at which Texas Chapter 
Chairman John M. Bird, American 
Brass Foundry, Ft. Worth, presided. 


Last year’s chairman, W. H. Lyne, III, 
was given a gift for his leadership of 
the Texas Chapter during 1950-51. 
Charles Sibbitt, Refinery Castings Co., 
Dallas, introduced this year’s winners 
of ‘Texas Chapter scholarships at Texas 
\ & M, and Texas University. 


“Every Foundry in '52” 


National Secretary-Treasurer Wm. 
W. Maloney outlined plans for the 
1952 International Foundry Congress 
to be held in Atlantic City, N. J., 
May 1-7 and invited every foundry to 
help fulfill the slogan “Every Foundry 
in 52” by sending representatives. The 
1952 Foundry Congress and Show com 
bines superior housing accommoda 
tions, a large exhibit floor, and ample 
technical meeting room space, he said 

Paul Weaver, Gulf Oil Corp., Hous 
ton, described “The Battle of the 
Metals” following his introduction by 
F. M. Wittlinger, Texas Electric Steel 
Houston. Mr. Weaver 


cited the growing use of metals and 


Castings Co., 


development of new alloys and metal 


coatings. The variety of metal products 
available, he declared, leads to a free 
dom to buy not enjoyed so widely in 
any other country in the world. Free 
dom to buy, he warned, can be lost 
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through restrictions on use of raw 
materials and excessive taxation. 

\ ladies entertainment program dur 
Texas Regional in 
cluded a motor tour of Houston, 
reception and luncheon, boat trip on 
the Houston ship channel, the barbe 


ing the two-day 


cue, style show, stage play, and the 
banquet. 

Conference committee chairmen 
were: General chairman—James R. 
Hewitt, Houston; Publicitv-P. B 
Croom, Houston Pattern Works; Fi 
Robert C. Wittlinger, Pioneer 
Houston; Registration— Fd 
Wey, Dee Brass Foundry, 
Elmore C. Brown, 


nance 
Foundry, 
ward W. 


Houston; Program 


Whiting Corp., Houston; Arrange 
ments—W. H. Lyne, III, Hughes Tool 
Co., and F. M. Wittlinger, 
Eleetric Steel Castings Co., Houston 


Texas 


Metals Casting Conference 

Foundrymen of the Central Indiana 
and Michiana Chapters and _ vicinity 
met at Purdue University, Lafayette, 
Ind., November | and 2 to participate 
in the 4th Annual Metals Casting 
Conference. Sponsors were the two 
chapters and Purdue. Robert Spurgin 
III, Swayne, Robinson & Co., Rich 
mond, Ind., chairman, Central Indian. 
Chapter, opened the conference and 


Only woman at the 
Quad City Regional 
Foundry Conference 
was Mrs. Rose Teu- 
fel, core room super- 
visor for French & 
Hecht Div., Kelsey- 
Hayes Wheel Co., 
Davenport, Towa, 
since 1929. Photo by 
Wendell K. Hunt, 
John Deere Harvester 
Works, East Moline. 





turned the meeting over to Prof. H. A. 
Bolz, Purdue, and V. S. Spears, Ameri 
can Wheelabrator & Equipment Corp., 
Mishawaka, Ind., opening session co 
chairman. 

G. A. Hawkins, Purdue Engineering 
Experiment Station 
group and told of Purdue's long in 


welcomed _ the 


terest in industry, citing the many 
research 
industrial 
President I. 


Castings Co 


carried on undei 
sponsorship A.F.S. Vice 
R. Wagner, Electric Steel 

Indianapolis 


projec ts 


spoke on 
industry's interest in education, point 
ing out the importance of both aca 
demic and in-plant training. 

First technical speaker of the con 


Part of the Metals Castings Con 
ference Committee. Seated, left to 
right, are: Professors R. W. Lind 
ley and C. T. Marek, Purdue 
University; Robert Spurgin, III, 
Swayne, Robinson & Co.; E. G. 
Richardson, Delco-Remy Div. 
GMC; V. §&. 
Wheelabratoy Equipment Corp.; 
and C. O. Schopp, Link-Belt Co. 
Standing, starting left, are: Prof. 
H. A. Bolz; 8. F. Krzeszewskhi, Amer- 
ican Wheelabrator; J]. A. Barrett, 
National Malleable & Steel Cast 
ings Co.; Prof. G. M. Enos; L. D. 
Reiff, Superior Steel Malleable 
Castings Co.; and W. G. Ferrell, 
Auto Specialties Manufacturing Co 


Spears, {merican 


ference was F. H. Reed, International 
Chicago 
warned that until in 


Harvester Co. Speaking on 
personnel, he 
dustry is willing to devote as much 
time to human as to technical prob 
lems it must not be surprised if it is 
ineffectual in dealing with the most 
complicated machine in the plant—the 
human being. Supervisors should not 
be selected casually, he said, urging 
proper training for men expected to be 
leaders 

In the afternoon, Roval G. Tobey 
Eastman Kodak Co., Rochester, N. ¥ 


spoke on “The Practical Side of Non 
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Destructive Corrective 


Measures.” 


Testing with 
Presiding was William G. 
Ferrell, Auto Specialties Co., St. Joseph, 
Mich. The speaker reviewed the prin 
ciples of radiography and outlined the 
uses of x-ray equipment ranging from 
50 Kvp to 2000 Kvp and the powerful 
betatron. 

John C. Pennock, Tracerlab, Inc., 
Boston, described the use of cobalt-60 
in industrial radiography in his talk 
“Looking Inside Castings with Atomic 
Energy.” He demonstrated the use of 
cobalt-60 by simultaneously radiograph 
ing several castings with a 500 milli 
curie source. Cobalt-60 is ordinary co 
balt, he said, made radioactive in an 
atomic energy pile. It gives off radia 
tion of essentially a single wave length 
of approximately the same penetrating 
power as the most intense wave length 


of a 2 million volt x-ray machine. 


Show New Purdue Foundry 


Following the first day’s technical 
meetings, foundrymen visited the new 
Purdue foundry where they saw a semi 
mechanized shop with under-floor sand 
return from the shakeouts, a sand stor 
age and mixing unit, and overhead 
distribution of sand by crane and drop 
bottom box. 

FE. A. McFaul, Midwest Institute, 
Chicago, asked “How Confused Can 
We Get?” in his conference banquet 
address. He was introduced by Stanley 
F. Krzeszewski, American Wheelabrator 
& Equipment Corp., Mishawaka, Ind., 
chairman of the Michiana Chapter 
Central Indiana Chairman Spurgin 
presided at the banquet 

On behalf of Purdue, Prof. Bolz pre 
sented Paul H. Harlan, Electric Steel 
Castings Co., Indianapolis, a set of cast 
bookends for his leadership in develop 
ing greater cooperation between the 
foundry industry and Purdue. 


Tells Core Mixing Sequence 


Ihe second day of the Metals Cast 
ing Conference opened with a showing 
of the color-sound motion picture “The 
1-D-M of Cores” by Warner B. Bishop 
Foundry Products Div., Archer-Daniels 
Midland Co., Cleveland. Carl O 
Schopp, Link-Belt Co., Indianapolis, 
was session co-chairman with Mr. Spur 
gin. In discussing core making, Mr. 
Bishop cited test figures to show that 
differences in the sequence of adding 
binders can make 50 per cent or more 
variation in core properties. Maximum 
green and drvy«strength ore obtained, 
he said, when cereal is added _ first, 
water second, and oil third. 

Next session featured Walter R 
Jaeschke, Whiting Corp., Harvey, Ill 
in “Sources of Trouble in Cupola 
Operation.” Co-chairmen were Prot 
G. M. Enos and E. G. Richardson, 
Delco-Remy Div., General Motors 
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Some of the men who planned the New England Regional Foundry Con 
ference. Left to right, they are: Thomas I. Curtin, Jr., Waltham Foundry 


Co., Waltham, Mass.; R. F. Meader and R. C. 


Walker, both of Whitin 


Machine Works, Whitinsville, Mass.; Fred Holway, Mystic Iron Works, 


Boston; F. 


Paul, Brown & Sharpe Co., 


( orp Anderson, Ind The 
declared that foundrymen must learn 


speaker 


to use less desirable melting materials 
in times of shortages and high produc- 
tion. Importance of clean scrap, he 
said, is shown by one shop in which 
the charging gang is paid for non 
ferrous scrap picked out of the iron 
Charges should be as similar as pos 
sible physically as well as chemically 
Mr. Jaeschke stated. 

Final technical sessions of the Pur 
due conference, the afternoon of the 
second day, were on quality control 
and mechanization. R. W. Gardner, 
Ford Motor Co., Dearborn, Mich 
spoke on “Practical Quality Control” 
with Prof. I. W. Burr and C. E. Westin 
Superior Steel & Malleable Castings 
Co., Benton Harbor, Mich., 
At the concluding session Harold Wei 
mer, Beardsley & Piper Div., Pettibone 
Mulliken Corp., Chicago, showed his 
company’s motion picture “Mechaniza 


presiding 


tion in Molding.” Co-chairmen were 
James A. Barrett, National Malleable 
& Steel Castings Co., Indianapolis, and 
S. Franklin Swain, Golden 
Co., Columbus, Ind. 


Foundry 


Control Helps Small Foundries 


Basic objective of a quality control 
program should be the prevention of 
defects rather than the 
good products from bad, Mr. Gerdner 


screening olf 


said, in acquainting his audience with 
some of the statistical techniques ap 
plied to Ford operations. Small as well 
as large foundries have found economic 
advantages in statistical methods, he 
declared 

in introducing the Beardsley & Piper 
film, Mr. Weimer said foundries can 
expect from mechanization: castings of 


lower cost and higher quality, im 


VM. Fitzgerald, Drape) Corp., Hopedale, Mass.: 
Providence, R. 1. 


and Gordon 
Photo by C. A. Wyatt 


proved foundry safety and health, and 
higher productivity per man and po 
unit floor area 

Metals Casting Conference Commit 
tee members were: chairman, Robert 
Spurgin, III; vice-chairman, Prof. (¢ 
I. Marek; secretary, Prof. R. W. Lind 
ley; program chairman, Lewis D. Reiff 
Superior Steel & Malleable Casting Co 
Benton Harbor, Mich.; James A. Bar 
rett; Prof. H. A. Bolz; William G 
Ferrell; Stanley F. Krzeszewski; M. M 
McClure, Purdue; Roy A. Payne, Stet 
ling Brass Foundry, Elkhart, Ind.; F 
G. Richardson; Carl O. Schopp; V. S 
Spears; and S. Franklin Swain 


Quad City Regional Conference 


Quad City foundrymen numbering 
over 340 met for this year’s Quad City 
Regional Foundry Conference in the 
Blackhawk Hotel, Davenport, Iowa 
November 8 and 9%. First 
foundry conference in A.F.S. was held 
in the area March 26, 1930 
this vear’s regional meeting was “Bet 
ter Castings Through Knowledge 
National 


regional 


Theme of 


Opening address was by 
President Seelbach with Quad City 
Chapter Chairman Wm. C. Bell, Frank 
Foundries Corp., Moline, Il 
ing. President Seelbach reviewed the 


pre sid 


technical activities of the Society, th 
committee structure, and publishins: 
ictivities. A.F.S, publications, he said 
are prepared by men of industry pool 
ing their knowledge through commit 
tee activity. He declared that AMERICAN 
FOUNDRYMAN belongs to the foundry 
industry and is truly “The Foundry 
men’s Own Magazine.” 

He outlined the ten-year $350,000 
Safety & Hygiene and Air Pollution 


Program which has just been initiated 


] 





by A.F.S. on behalf of the entire 
foundry industry. 

Fric Welander, John Deere Mal- 
leable Works, Moline, IIl., introduced 
George K. Dreher, Foundry Educa- 
tional Foundation, who itemized the 
influences that led to the formation 
of the Foundation. The Foundation 
has invested $80,000 in equipment for 
participating schools, he said, and the 
schools in turn have spent $900,000 
for. foundry laboratory facilities. 


Fascinated by Foundry 


Chapter Chairman Bell presided at 
the luncheon which featured John T. 
Brown, J. I. Case Co., Racine, Wis., 
as speaker. “I don’t know anything in 
the manufacturing field that is more 
fascinating than the foundry,” de- 
clared Mr. Brown at the start of his 
talk, “Importance of Supervision in 
Today's Problems.” There is no cut 
and dried formula for developing the 
type of supervision the foundry indus 
try needs, he said. Supervisors must be 
equipped with information, knowl- 
edge, and authority to do the job 
expected of them, he stated. 

First afternoon technical session had 
Walter R. Jaeschke, Whiting Corp., 
Harvey, Ill., as speaker and Roy P. 
Ray, J. I. Case Co., Bettendorf, Iowa, 
as chairman. The speaker gave raw 
materials, operating conditions, and 
melting equipment as the major fac 


tors involved in cupola operation. He ~ 


urged keeping the size of scrap down 
so that no dimension is more than 
one-third the inside diameter of the 
cupola. Ideal section size for scrap, he 
suggested, is close to the section size 
of castings made in the foundry. 


Air Transport of Core Sand 


At the next meeting, John H. Kauff 
man, Studebaker Corp., South Bend, 
Ind., described his plant’s pneumatic 
core sand distributing system. The in 
stallation was made, he said, because 
the plant lacked sufficient overhead 
space for a belt conveyor and floor 
traffic was already too heavy to use 
additional lift trucks. The system pro 
vides for blowing prepared core sands 
through 4-in. pipe to the various core 
blowers. Variations in moisture due to 
pneumatic transportation of the sand 
have not been detected, he asserted. 

The conference banquet concluded 
the first day's activities. Col. Jack 
Major spoke in his Kentucky philos 
opher style on “Taxes, Women, and 
Hogs.” Alex D. Matheson, French & 
Hecht Div., Kelsey-Hayes Wheel Co., 
Davenport, lowa, chairman of the con 
ference, presided. 

Zigmund Madacey, Caterpillar Trac 
tor Co., Peoria, Il. led off the second 
day of the Quad City Regional Found- 
rv Conference with a discussion of 
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“Modern Methods of Producing Cores.” 
Presiding was C. R. Marthens, Mar 
thens Co., Moline, Ill. Mr. Madacey 
defined modern methods as those which 
produced quality cores in quantity at 
lowest cost. This requires supervision 
and technical control, he said. He em 
phasized the value of core blowing and 
declared that high production is not 
necessary to make core blowing worth 
while in a shop. 

At lunch, Col. W. W. Warner, com 
mandant, Rock Island Arsenal, de 
scribed arsenal operations and offered 
the cooperation of the arsenal’s tech 
nical staff in planning production, de- 
veloping techniques, and studying ord 
nance casting requirements. He told 
how the 314-in. rocket launcher was 
redesigned for production in cast alu 
minum to cut cost, maintain low 
weight, and give greater durability on 
the battlefield. 

Conference Chairman Matheson pre 
sided at the luncheon. 


Approach to Penetration 


After the luncheon meeting at the 
first technical session, John B. Caine, 
Cincinnati, maintained that only one 
sand problem has been approached so 
far from the standpoint of a casting 
test for sand evaluation. He cited the 
work done by the Canadian Dept. of 
Mines & Technical Surveys and the 
A.F.S. Mold Surface Committee in de 
termining that penetration is purely 
mechanical flow of metal into voids 
in the mold face. 

An important unsolved problem in 
penetration, Mr. Caine pointed out, 
is how to use low permeability, fine 
grained mold materials without pro 
ducing scabs, buckles, and spalls. Elmer 
C. Zirzow, Werner G. Smith, Inc., 
Cleveland, presided. 

Concluding _ technical 
under the chairmanship of Boyd L. 
Hays, John Deere Malleable Works, 
with Robert P. Schauss, Werner G. 
Smith, Inc., speaking on “Gating and 
Risering.” Stating that gating and feed 
ing practice must produce sound cast 
ings in a practical and commercially 
feasible manner, the speaker recom- 
mended: (1) that flow through the 
gating system be smooth and that the 
metal be choked; (2) that a tempera 
ture gradient be established within the 
mold cavity which is directional toward 
the feeder. 

The 1951 Quad City Regional 
Foundry Conference was under the 
direction of the following committee 
made up of members and officers of 
the Quad City Chapter: chairman, 
Alex D. Matheson; co-chairman, Wm. 
C. Bell; program director, Eric Wel 
ander; secretary-treasurer, Robert E. 
Miller, John Deere Planter Works, 
Moline, Ill; Boyd L. Hayes; C. R. 


session was 





Marthens; C. §. Humphrey, C. S. Hum 
phrey Co., Moline; Harold A. Ras 
mussen, General Pattern Corp., Mo 
line: Clifford Erikson, Frank Found 
ries Corp.; and A. H. Putnam, A. H 
Putnam Co., Rock Island, Ill 


New England Conference 


England 
Massachu 


Sponsored by the New 
Foundrymen’s Association, 
setts Institute of Technology, the MIT 
Student Chapter of A.F and nine 
other local and national groups, the 
llth New England Regional Foundry 
Conference was held at MIT Octo 
ber 19 and 20. Conference chairman 


Paul H. Harlan (center), Electric 
Steel Castings Co., Indianapolis, 
receives Purdue book ends from 
Prof. H. A. Bolz. Presentation was 
token of appreciation of Harlan’s 
efforts on behalf of foundry edu 
cation. Banquet Speaker Edward 
A. McFaul looks on at the right. 


Thomas I. Curtin, Jr., Waltham 
Foundry Co., Waltham, Mass., 
the assembly the morning of the 19th 
and introduced Thomas K. Sherwood, 


opened 


MIT engineering dean, who welcomed 
conference attendants to the school 
and the two-day meeting 

First technical speaker was ‘Thomas 
FE. Eagan, Corp., 
Grove City, Pa., 
facture and applications of nodular 
iron. He visualized an optimistic fu 
ture for the material, but cautioned 
potential producers they must have 
adequate metallurgical and chemical 
control. Co-chairmen of the session 
were LeRoy M. Sherwin, Brown & 
Sharpe Mfg. Co., and Ahti Erkkinen, 
Builders Iron Foundry, Providence 

Following lunch two simultaneous 
Armstrong, 


Cooper-Bessemer 
who discussed manu 


sessions were held. Clyde 


(Continued on Page 87) 
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NEWS OF A.F.S. TECHNICAL COMMITTEES 








A.F.S. Gray Iron Division 
Shop Course Committee 

TWO GRAY IRON SHOP COURSE sessions 
will be sponsored by the A.F.S. Gray Lron 
Shop Course Committee at the 1952 A.F.S 
International Foundry Congress & Show, 
May | through 7 

First session, to be held Monday after 
noon, May 5, will deal with the “Mechan- 
s of Tuyeres Discussion leaders will 
ve Howard H. Wilder, Vanadium Corp 
of America, Detroit, and Carl Harmon 
Buffalo 


‘Gating System Formulation” will be 


Hanna Furnace Corp., 


the topic of the second Shop Course, to be 
held Tuesday afternoon, May 6. T. W 
Curry, Lynchburg Foundry Co., Lynch 
burg, Va., will head a discussion of the 
relationship between pouring time, melt 
ing practice, fluidity factor and gating 
practice 

Monday Shop Course co-chairmen are 
W. W. Levi, Lynchburg Foundry Co., 
Radford, Va., and FE. J. Burke, Hanna 
Furnace Corp., Buffalo. Tuesday's session 
has as its co-chairmen Kenneth H. Priest 
ley, Vassar Electroloy Products, Inc., Vas 
sar, Mich., and E. J]. Burke 

Headed by Chairman Priestley, commit 
tee members attending were Messrs 
surke, Levi, Wilder, Lyle L. Clark, Buick 
Motor Div., GMC, and A.F.S. Technical 
Assistant Jos E. Foster. 
A.F.S. Sand Division 
Committee 8-J 

MEETING NOVEMBER 2 at Detroit's Rack 
ham Memorial, the Sand Division’s Com 
mittee 8-J (Physical Properties of Iron 
Foundry Molding Materials at Elevated 
femperatures) 
into three groups to attempt correlation 
of veining with grain distribution and 
structure, baked properties and elevated 
temperature properties 


divided its membership 


No completely satisfactory correlations 
were found, making it necessary to apply 


Heading Ontario Chapter’s 1951-52 series of three Ed- 
ucational Courses, given at Brantford, Hamilton, and 
Toronto, Ont., are below, from left: Committee Chair- 
man Alex Pirrie, Gurney Dominion Furnaces, Ltd., 
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additional tests to sand mixtures. For 
this purpose, Victor Rowell, Foundry Prod 
ucts Div., Archer-Daniels-Midland Co., 
Cleveland, was named to select five sand 
mixtures that produce veins and five that 
do not. Tests will be carried out on 
these sands at the laboratories of Harry 
W. Dietert Co., Wm. Kennedy & Sons, 
Ltd., Archer-Daniels-Midland Co., and 
Gurney Dominion Furnaces, Ltd 

Attending were Chairman Victor M. 
Rowell, Archer-Daniels-Midland Co.; Sec 
retary W. A. Spindler, University of Michi 
gan; K. S. Brooker, American Boiler & 
Foundry Co.; H. W. Dietert, Harry W 
Dietert Co.; H. H. Fairfield, Wm. Ken 
nedy & Sons, Ltd.; John Grennan, re 
tired; H. J. Jameson, Detroit Testing 
Laboratory; J. D. Johnson, Archer-Daniels 
Midland Co.; Roy Korpi, Ford Motor Co.; 
E. J. Passman, Frederic B. Stevens, Inc.; 
D. E. Shiels, Packard Motor Co.; E. ¢ 
Zirzow, Werner G. Smith Co.; and Guests 
R. L. Gollmer and G. A. Kelly 


Philadelphia Schedules 
Educational Courses 

BEGINNING IN JANUARY, the A.F.S. Phila 
delphia Chapter will 


Educational sessions for all foundrymen in 
the Philadelphia area 


co-sponsor two 


Brass & Bronze Educational Course will 
begin January 14 and continue through 
April. Sponsored in cooperation with the 
Philadelphia Chapter of the Non-Ferrous 
Founders Society, the course will be in the 
form of monthly round table discussions 
or panel discussions with a different mod 
erator each month. 


Non-Destructive Testing Course will be 
gin sometimes in January and will be co- 
sponsored with the Philadelphia Chapter 
of the Society for Non-Destructive Testing 
Continuing through the winter months 
the course will cover all phases of non 
destructive testing in the foundry 


A.F.S. Ontario Chapter 
Education Committee 


A.F.S. OnTARIO CHAPTER'S 
Committee has arranged three foundry 


Education 


courses at separate locations within the 
chapter area. Headed by Chairman Alex 
Pirrie, Gurney Dominion Furnaces, Ltd., 
Toronto, the Committee is made up of A 
Reyburn, Cockshutt Plow Co., Ltd., Brant 
ford; W. A. Jones, Canadian Westing 
house Co., Ltd., Hamilton; and John 
Hughes, John T. Hepburn, Ltd 

Classes at Brantford Collegiate Insti 
tute and Vocational School, Brantford 
begin October 18 and are held each 
Thursday evening The course covers 
metal melting, sand control, molding 
coremaking, gating and risering and cast 
ing defects 

Beginning October 9 and held Tuesday 
evenings, classes at Hamilton's Central 
Secondary School will deal with molding 

A general foundry course, consisting of 
some 20 lessons, began October 15 and is 
being held Monday evenings at Western 
Technical School, Toronto 


A.F.S. Sand Division 
Shop Course Committee 

Two SHor Courses will be sponsored 
jointly by the Sand Division Shop Cours« 
Committee and the Brass & Bronze Divi 
sion at the 1952 A.F.S. International 
Foundry Congress & Show, May | through 
7. This decision was reached after it was 
found that separate Brass & Bronze San 
Shop Courses and Non-Ferrous Sand Shop 
Courses would conflict 

Suggested for the first session is a panel 
discussion of “Synthetic vs. Naturall 
Bonded Sands for Brass and Bronze,” wit 
the session chairman appointed by th« 
Brass & Bronze Division. The session will 
be held at 4:00 p.m., May | 

Second session, at 4:00 p.m 
cover “Shell Molding,” 


May 2, will 
discussed by a 


(Continued on Page 89) 


Toronto; and his three Committee assistants: Andrew 
Reyburn, Cockshutt Plow Co., Ltd., Brantford; W. A 
Jones, Foundry Division, Canadian Westinghouse Co., 
Hamilton; and John Hughes, John T. Hepburn, Ltd. 





FOUNDRY 


Robert C. Anderson has been named 
sales engineer for Detroit Electric Furnace 
Div., Kuhiman Electric Co. Mr. Anderson 
will work out of the company’s Bay City, 
Mich., home office, coordinating sales and 
A graduate of Drexel 
Technology, Mr 


service activities. 
Institute of 
took post-graduate courses at the Univer 
sity of Minnesota and spent three years in 
the Air Force during World War II, prion 
to joining Detroit Electric Furnace 


Anderson 


Adger S. Johnson, vice president and 
general manager of National Carbon Co., 
\ division of Union Carbide & Carbon 
Corp., since May, 1950, has been appointed 
Holder of a 
degree in Chemical Engineering from Vit 
ginia Polytechnic Institute in 1928, Mr 
Johnson joined National Carbon that same 


president of the company 


vear. In 1933 he was assigned to National 
Carbon’s Eveready battery plant in Shang 
hai and by the time of his recall in 1939 


A. S. Johnson 


had become manager there. In 1944 Mr. 
Johnson was made assistant to the vice 
president in charge of production and 
four years later was appointed vice-presi 
dent in charge of Foreign Plants. He be 
came vice-president and general manager 
in 1950. 


Harry Schwartzbart, since 1918 research 
metallurgist for the National Advisory 
Committee for Aeronautics, Cleveland, has 
been appointed research metallurgist in 
the Metals Research department, Armour 
Research Foundation, Illinois Institute of 
Technology. Mr. Schwartzbart holds a B.S 
and an M.S. from Pennsylvaiia State Col 
lege, where he worked for a time as re 
search assistant on mechanical properties 
of metals. He was metallurgist for Revere 
Copper & Brass Co., Inc., Rome, N. Y.. 
and served in the Navy from 1944 until 
1946 as an electronic technician's mate. 
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William M. Black has been appointed 
president and Joseph L. Mullin vice-presi 
dent of Electro-Alloys Division, American 
Brake Shoe Co. Former Division President 


J. L. Mullin 


W. G. Hoffman 


Walter G. Hoffman has been named as 
sistant to the vice-president for research 








and development for the parent company 
Mr. Black, who is also a vice-president of 
Brake Shoe and president of the com 
pany’s American Manganese Steel Division 
first joined Brake Shoe in 1912 as an ap 
prentice. Mr. Mullin will continue as 
vice-president in charge of operations for 
Brake Shoe’s American Manganese Steel 
Division in addition to his new duties. He 
has been with Brake Shoe since 1914. Mr 
Hoffman will be assigned to special metal 
luigical development projects at Brake 
Shoe’s Mahwah, N. J., Research Cente 
He started with American Manganese Steel 
Division’s sales department in 1930 and 
was named president of Electro-Alloys 
Division in 1943 


William A. DeRidder, chairman of the 
Board of Metals Corp., Los 
Angeles, was recently elected president of 
the California Manufacturers Association. 
Flected vice-president of the Association 


General 


W. A. DeRidder 


is Ralph M. Hoffman, president of the 
Pacific Division, Link-Belt Corporation of 
San Francisco 


Roger E. Gay, president, Bristol Brass 
Corp., Bristol, Conn., was elected president 
of the American Standards Association at 
its Second National Standardization Con 
ference in New York. Other officers elected 
include Vice-President Edward T. Gushee, 
Detroit Edison Co.; and Directors Willard 
Chevalier, McGraw-Hill Publishing Co., 
New York, and R. D. Bonney of Congo 
leum-Nairn, Inc. 


Louis Lippa, vice-president, will assume 
the additional offices of treasurer and vice 
chairman of the Board of Directors of 
Apex Smelting Co., Chicago, succeeding 
George Starman, Sr., retired. Other new 
Apex executive appointments are: Vice 


President Robert K. Beck, to assume addi 
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tional duties as general manager of all 
Vice-President Fritz Nuss- 
baum, to assume additional duties as man 
ager of Raw Material Purchases for all 
plants; A. J. Peterson, to be vice-president 
in charge of sales and advertising; D. L. 
Palmer, to be assistant vice-president and 
Cleveland Works manager; William N. 
Brammer, to be assistant sales manager, 
Cleveland district; and David A. Schiffer, 
to be assistant manager of Raw Material 
Purchases, Cleveland Works 


operations; 


Walter V. Napp, for more than five years 
sales representative for Badger Fire Brick 


W. V. Napp 


& Supply Co., Milwaukee, has joined Delta 
Oil Products Co., Milwaukee, in the 
same capacity. Mr. Napp, whose hobby is 
photography, has for several years pro 
vided excellent photographic coverage of 
\.F.S. Wisconsin Chapter and _ regional 
meetings for AMERICAN FOUNDRYMAN 


Edward T. Price has been appointed 
general manager of Cadillac Malleable 
Iron Co., Cadillac, Mich., 
recent announcement 


according to a 


Charles Marshall, superintendent, Do 
minion Wheel & Foundries, Ltd., ‘Toronto 
Ont., Canada, recently completed his 50th 
year in the foundry industry. A native of 
England, Mr. Marshall began his appren 
ticeship there in 1900, working in several 
English foundries before coming to Canada 
in 1911 to work at Palmerston Foundry, 
ltd., and ‘Toronto Foundry, both in 
loronto, before joining Dominion Wheel 
in 1915. Sixty-five-vear-old Mr. Marshall's 
half century of foundry experience in 
cludes coremaking, metallurgy, pattern 
making and all types of molding, as well 
as supervision of several foundry depart 
ments. His son works with his father in 
Dominion Wheel’s foundry. 


S. E. Mueller, formerly vice-president 
and general manager of Boston Electro 
Steel Casting, Inc., Boston, was recently 
elected president of the company. Prior to 
joining Boston Electro, Mr. Mueller was 
affliated with Continental Foundry & 
Machine Co., East Chicago, Ind., and the 
Falk Corporation, Milwaukee. He holds 
degrees from Marquette University and the 
University of Wisconsin. 

(Continued on page 74) 
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NEW SUSTAINING MEMBERS 

Michigan Steel Castings Co., Detroit, 
Mich., E. D. Flintermann, Pres., (De 
troit Chapter) Conversion trom Com 
pany 


NEW COMPANY MEMBERS 

Dussault Foundry Corp., Lockport, N. Y., 
Hubert D. Pollock, Pres., (Western 
New York Chapter). 

Ford Motor Co., Aircraft Engine Div., 
Chicago, IL, C. L. Wheeler, Plant 
Mgr., Mag. Fdy. (Chicago Chapter) 

Millville Silica Sand & Gravel Co., Inc., 
Port Elizabeth, N. J., Lewis Fitzgerald 
Vice Pres., (Philadelphia Chapter) . 


CHAPTERS 


BRITISH COLUMBIA CHAPTER 
William J. Lurkington, Partner 
& Powell 


CANTON DISTRICT CHAPTER 
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Structure of Nodular Graphite 


The results of x-ray diffraction studies 
of the crystal structure of nodular graph 
ite made recently at the National Bureau 
of Standards are in agreement with the 
results reported by Fishel and Bramlette 
article Some Experiments in 
Preparing Nodular Iron” (AMERICAN 
FouNpRyY MAN, September, 1951, p. 55). 


in their 


In our work, samples of graphite were 
prepared from three types of cast iron 
1) nodules from ductile cast iron; (2) 
flakes from Ni-Cr-Mo alloy cast iron; (3) 


flakes from ordinary gray cast iron. The 


samples were obtained by dissolving the 


irons in nitric acid and washing the resi 
Diffraction 
patterns of the three samples were prac 
tically identical with those reported in 
the literature for graphite, as regards the 


dues with hydrofluoric acid 


number and position of lines, indicating 
the structure of the three types to be hex 
agonal 

The pattern lines of the nodular graph 
ite were sharper and less diffuse than those 
for the flake graphite, evidence of less 
distortion in the crystal lattice of the nod 
ular graphite. Fishel and Bramlette found 
the pattern lines for nodular graphite to 
be weaker than those for natural graphite, 
indicating that nodular graphite is not as 
completely, or well, crystallized. Thus it 
appears that distortion of the crystal lat 
tice is Minimum in natural graphite, maxi 
mum in flake graphite and intermediate in 
nodular graphite. 


H. Srern, Metallurgist 
National Bureau of Standards 
Washington, D. C. 


How Do Nodules Start? 


The short paper on theory of formation 
of graphite nodules by Messrs. Buttner, 
Taylor, and Wulff in the October issue 
of the AMERICAN FOUNDRYMAN, Was stimu 
lating in concept, as are many communi 
cations from M.L.T. It was hoped that the 
“note will nucleate discussion of this in 
teresting metallurgical development,” but 
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this hope seems to sulfer from the same 
fault as the conclusions stated to follow 
from their theory: the nucleation has al 
ready occurred! 

Seriously, the weak point in their con 


clusions, of which I suspect they are 


aware, would seem to be No, 2: “the in 
oculant (Magnesium) in some way stimu 
lates nucleation and graphite 


grow in the melt.” Since one would think 


begins to 


that a precipitate would continue to grow 
in the mode of crystallization in which it 
started, the nub or crux or nucleus of the 
matter would seem to be how the growth 
of a nodule gets started, and the authors 
cover this point with the phrase “in some 
way.” [I do not necessarily suggest that 
there must be some specific nucleus, but 
there seems to be a vast amount unstated 
in a phrase “in some way.” 

An experimental point that the authors 
must somehow fit into their theory is that 
apparently the flake form of graphite is 
the stable one in the solid iron below, but 
near, the melting point. If a white cast 
iron or nodular iron is heated for an ex 
tended period of time at 1950 to 2050 F, 
the graphite precipitates in flake form in 
the white iron, and in the nodular iron 
the nodules break up into bunches of 
flakes. However, it must be admitted that 
in the cast iron family, questions of equi 
librium conditions or stable forms are a 
little upsetting, and give one furiously to 
think 

The contribution to the authors is ap 
preciated and it is only in bringing points 
of view up for discussion, as here, that a 
solid lead and an eventual satisfactory 
and consistent mechanism can be worked 
out for the mode of precipitation of free 
graphite from iron-carbon alloys. We all 
hope that “the growth of our understand 
ing will follow the Eyring rate theory 
but an incubation period usually precedes 
growth, and 1 am not sure that we are yet 
through the incubation (I nearly said 
nucleation) period. 


J. E. Renper, Foundry Engineer 
Dept. of Mines & Technical Surveys 
Ottawa, Ont., Canada 


Hopes For Full Explanation 


The note on graphite nodules by 
Messrs. Buttner, Laylor, and Wulff in the 
October issue of AMERICAN FOUNDRYMAN is 
extremely interesting and adds much to 
our knowledge and understanding of the 
formation of graphite spherulites 

The fact that nodular iron in the molten 
state is non-wetting to graphite is com 
pletely new to us and is a significant 
contribution. Even without the thermo 
dynamic approach we can visualize intui 
tively that a graphite particle growing in a 
liquid which is non-wetting to it will tend 
to take the spherical form as does an oil 
droplet immersed in water 

We are glad to see that evidence has 
been obtained by Keverian that spherulites 
always nucleate in the melt. From micro 
scopic evidence that we have seen we have 
always considered this to be true even in 
hypoeutectic nodular irons. Although in 
the solidified iron the hypoeutectic nodules 
appeal to occur in the primary austenite 
dendrites there is litthe doubt but that 
during freezing they nucleated in the melt 
preceding the crystallizing dendritic needles 
of austenite 

The absorbed film of Bernauer is onc 
mechanism whereby the nucleus is not 
wetted by the liquid melt, and may o1 
may not be the mechanism which is con 
trolling here 

The authors consider magnesium to be 
which 


the “inoculant in some way stim 


ulates nucleation We have tried to 
separate in our thinking the magnesium 
or other) nodulizing agent from the 
ferro-silicon (or other) inoculant I he 
latter, as is well known, does “in some 
way” stimulate nucleation 

Our criticism of the case made by the 
authors is the obvious one that many 
related phenomena are not, as we see it 
explained by these concepts. The authors 
state that the addition of oxygen and sul 
phur added to pure Fe-Ci-C alloys change 
the melt from non-wetting to wetting, vet 
graphite 


spherulites are formed during the freezing 


it is well-known that perfect 


Continued on Page 88) 
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A POWERFUL, POSITIVE INOCULANT 


Cuts Final Cost of Gray Iron Castings 


by improving 


MACHINABILITY, GRAIN STRUCTURE, UNIFORMITY 





BENEFITS TO FOUNDRYMEN 


Reduces Rejects Used for structure control of BENEFITS TO CASTING USER 
cast iron, Nisiloy helps your foundry meet daily Excellent Mac . 
schedules for uniform lots of machinable gray chinable Stru 

iron castings. i 


Promotes Sound Castings Diffusing rapidly 
throughout the melt, Nisiloy promotes a dense, 
close-grained product. 


Curbs Breakage— Even where section thickness 
varies sharply, Nisiloy serves to eliminate chilled 
edges and surfaces, thus affording a tougher cast 
iron that resists breakage in shop handling. 


No Scrap Problem—Containing only elements 
that dissolve freely in iron, Nisiloy permits 
remelting sprues and gates in any successive Dependable Precen 

melt without risk of adding chill-forming ele- geneous structure re- 
ments. Nisiloy results i ~ 
Stantially impro 


Tightness Th. 
tained by 

nN dense Cast iron t 
ved Pressure-tight 


R Sound, homo- 
Moculating with 


hat Provides sub. 


Fewer Base Mixtures—Often a single base mix- 
ness. 


ture may be used in the cupola to which Nisiloy 
is added in the ladle, with the consequent 
flexibility of pouring off thin or thick sectioned 
castings as desired. 








For full information about this nickel-silicon 
alloy, one of the most useful products ever offered 
for improving machinability and structure of gray 


ious audiiinns, 01 te: and snail he compen Helen The International Nickel Company, Inc. 
Dept. AF, 67 Wall Street. New York 5, N. Y. 


Please send me your booklet entitled 
K e tled: 
NISILOY” for GRAY IRON CASTINGS 





P ; 
t the present time, the bulk of the ni 
; j » nickel produced is ! 
being diverted to defense. Through enatheatios oo the sh i 
propriate authorities, nickel is obtainab’e for the Production |! 
of engineering alloys for many end uses in defense and | 
defense-supporting industries. ! 
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THE INTERNATIONAL NICKEL COMPANY, INC. ft." 
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Pangborn Corp., Hagerstown, Md., was well represented 
at Central New York Chapter’s November 9 meeting. 


HAPTER ACTIVITIE 


N. Illinois-S. Wisconsin 
J. S. Zabel 

Zabel Foundry Sales, Inc. 
Chapter Technical Secretary 

October meeting was held at the 
Faust Hotel, Rockford, IlL., October 9 
Chairman Carl Dahlquist introduced 
Fred I. Riddell, H 
Chicago, who spoke on “Modern 
Brass and Bronze Foundry Practice.” 

Mr. Riddell explained the difference 
between ingot and virgin metal, and 
described standard methods of manu 
facturing ingot The speaker also 
stressed the importance of controlling 
atmosphere in melting and of the 
pyrometer in controlling pouring tem 
perature, 

Mr. Riddell added that good prac 
tices are also necessary in gating and 
risering, sand, and molding to pro 
duce quality castings. 

After all questions from the floos 
were answered by the speaker, a film 
“The A-D-M of Cores,’ was shown 
courtesy of the Foundry Products Di 
vision of Archer-Daniels-Midland Co. 
Michigan State College 
Gene Rundell 
Corresponding Secretary 

First MEETING of the current school 
vear, held October 9 in the 
Building, opened with Chapter Presi 
dent Wesley  Hauschildt 
briefly on the advantages of A.F.S 
membership to students. Mr. Haus 
childt then introduced the guest speak 
er, Collins L. Carter, Albion Malleable 
Iron Co., Albion, Mich. 

Mr. Carter spoke of factors involv 
ing the satisfactory rate at which grad 


Union 


speaking 
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Kramer & Co... 


uate engineers should be absorbed by 
the industry. He also mentioned var 
ious training programs available to 
graduate engineers entering the found 
ry industry. Mr. Carter pointed out 
that a good foundry engineer must 
have practical experience to supple 
ment theoretical training oflered in 
engineering curricula. He also spoke 
of the diversified work available in 
the metal castings industry. 

Mr. Carter then introduced Richord 


Dobbins, a 1951 MSC graduate, who 


From left: Donald Jaquith, Evening’s Speaker A. L. 
Gardner, Mrs. Thelma Weider, R. ]. Zoller, Bruce Artz 


talked about his experiences in the 
training program offered by the Albion 
Malleable Iron Co. 

After the meeting was adjourned 
refreshments were served 


Twin City 
J. D. Johnson 
Foundry Products Div., Archer-Daniels 
Midland Co. 
Chapter Reporter 
Joint MrEETING of the A.F.S. and 
ASM Twin City chapters, held October 


Detroit Chapter Vic e-Chairman Michael Warchol of Atlas Foundry, Detroit, 
left, presents Speaker Kenneth M. Morse, A.F.S. Safety & Hygiene & Au 
Pollution Program Director, with a set of cast Detroit Chapter bookends 
at the Chapter’s “Past Chairmen’s Night.” Photo: Claude B. Schneible Co. 
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9 at the Covered Wagon, Minneapolis, 
was attended by more than 100 mem 
bers and guests, who heard T. R. Eg 
gert, Steel Founders’ Society of Ameri 
ca, speak on “Cast-N eld Construction 
and Composite Fabrication.” 

In explaining the mechanics of we Id 


ing steel castings, Mr. Eggert pointed 


4 
1 


out that preheating a casting is neces 
sary for welding and that the temper- 
ature of this heating operation depends 
on the carbon content of the steel, 
thickness of section to be welded, and 
complexity of the casting. Lime-coated 
low-hydrogen electrodes are best for 
welding steel castings, in the speaker's 
opinion 

In conclusion, Mr. Eggert described 
the importance of composite fabrica 
tion and cast-weld construction to steel 
foundrymen. It is through this means 
that steel construction can be made 
better and more cheaply than by 
either casting or welding alone, the 
speaker stated. 


Ontario 

G. L. White 

B. L. Smith Publishing Co., Ltd. 
Publicity Chairman 

TECHNICAL PROGRAM for the season 
was off to a good start on September 
28 at the Royal Connaught Hotel 
Hamilton, with separate gray iron, non 
ferrous and malleable group meetings 

Gray Iron group, under the chair 
manship of Denton Dixon, Dominion 
Wheel & Foundries, Ltd., Toronto, dis 
cussed “Basic Cupolas.” Heading the 
discussion was P. Provias, Cockshutt 
Plow Co., Brantford 

Chairman W. A. Jones, Canadian 
Westinghouse Co., Ltd., Hamilton, led 
the Non-Ferrous group in a discussion 
of “Prevention and Salvage of Leaky 
Non-Ferrous Castings.” 

Malleable group, under Chairman 
J. A. Wolfe, Galt Malleable lron Co 
Ltd., Galt, heard A. 8. Beech, Foundry 
Equipment, Ltd., Leighton Buzzard, 
England, speak on “Modern Mecha 
nization of Jobbing and Repetition 
Foundries in Great Britain and Conti- 
nental E urope.” 


Detroit 
R. Grant Whitehead 
Claude B. Schneible Co. 
Chapter Reporter 
KICK-OFF MEETING of the year, desig- 
nated “Past Chairmen’s Night,” opened 
October 18 with Past Chairman Jess 
Toth, Harry W. Dietert Co., turning 
over the gavel to Incoming Chairman 
Vaughan C. Reid, City Pattern Found 
ry & Machine Co. Attending past chap* 
ter chairmen were introduced and 
1930-32 Chapter Chairman James C 
Mahon told of early days of the chapter. 
Kenneth M. Morse, A.F.S. Safety & 
Hygiene & Air Pollution Program Di 
rector, spoke on the Society's new pro 


DECEMBER, 1951 


Caught by the cameraman during Birmingham District Chapter’s October 
19 meeting at the Tutwiler Hotel were, left to right: Vice-Chairman Fred 
K. Brown, Adams, Rowe & Norman, Inc., Birmingham, and S. G. Seaton 
and Fred G. Kramer, both of America Silica Sand Co., Ottawa, Ill. Meeting 
speaker was Mr. Kramer, who discussed “Trave ling With a Grain of Sand.” 


A Chinese-garbed magician was one of the featured entertainers at North 
ern California Chapter’s 17th Annual Golf Tournament, held September 28 


Sampling the punch bowl at Michigan State College Student Chapter’s 
first meeting of the year, held October 9 at the Union Building on the 
MSC campus, were, left to right: Chapter Chairman Wesley Hauschildt, 
Richard Dobbins of Albion Malleable Iron Co., Chapter Vice-Chairman 
ishley Sinnett and Collins L. Carter, Albion Malleable Iron Co., advisor. 






























sults have proved it worthwhile. Many 
companies are now experimenting with 
a view to improving their product and 
reducing costs, Mr. Herold concluded. 


Timberline 
R. H. Muench 
Slack-Horner Brass Mfg. Co. 
Chapter Reporter 


OcrosperR MEETING, held at the Ox 








ford Hotel, Denver, featured a talk 








by Hiram Brown, Solar Aircraft Co. 











Des Moines, Iowa, on “Light Metal 

















Ontario Chapter’s Education Committee members at the speakers’ table 
during the Chapter’s September 28 meeting, held at the Royal Con 
naught Hotel, Hamilton, and devoted to gray tron, non-ferrous and mal 
leable group discussions. Photo: Jack Richardson, Wm. R. Barnes Co. 


gram, outlining the work and surveys 
that will be undertaken by the Society's 
Committee and by Mr. Morse to pro- 
vide all foundries and city code com 
mittees with valuable information on 
Safety & Hygiene & Air Pollution work. 


Oregon State College 
Jerry P. Sappenfield 
Chapter Reporter 

LUNCHEON MEETING, held October 10, 
had as its primary purpose discussion 
of relations between the Student Chap 
ter and A.F.S. Headquarters. A.F.S. 
National Vice-President I. 
and National Secretary-Treasurer Wm. 
W. Maloney spoke on the subject and 
answered questions put to them by 
members of the chapter. 

As a result of this discussion, the 
\.F.S. Oregon Chapter formed an Ed 
ucational Committee to further rela 
tions between themselves and the Ore 
gon State College Student Chapter 


Chesapeake 

Joseph O. Danko, Jr. 

Arlington Bronze & Aluminum Corp. 
Publicity Chairman 


Iwo speakers were featured at the 
Chapter’s October meeting. First was 
Stanley Brah of Rustless Iron & Steel 
Co., who delivered a coffee talk on 
training within industry. Mr. Brah 
said that industry must devote more 
time and energy to training of its per 
sonnel for supervisory positions. 

Main speaker of the evening Richard 
Herold of the Borden Co. discussed 
“Resin Bonded Cores and Shell Mold- 
ing.” In describing pattern equipment 
required for shell molding, Mr. Herold 
pointed out that best results are ob 
tained from either iron or brass pat 
terns heated to a temperature between 
300 and 500 F. 

\ dry resin sand mix is then dumped 
on the pattern surface, he continued. 
Heat from the pattern cures the resin 
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R. Wagner~ 





Foundry Practice.” 

Mr. Brown discussed the general as 
pects of light metal melting equipment, 
melting practice, and handling and 
pouring of metals. During the question 
and answer session, Mr. Brown an 


swered more spec ific questions. 


Northwestern Pennsylvania 
Bailey D. Herrington 

Hickman, Williams & Co. 

to a thickness dependent upon the Chapter Secretary 
length of time the mix is left on the 


pattern. Next, the newly formed shell 


Ocrosper 22 meeting, held at the 
Moose Club, Erie, had as its speaker 
is removed from the surplus mix and L.. P. Robinson, Foundry Products Div., 
cured in an oven to harden it further. Archer-Daniels-Midland Co., Cleve 
After the cope and drag shells are land, who began by telling of his early 
clipped together and backed up with experiences in trying to get informa 
shot, the mold is ready for pouring, 
Mr. Herold said. 


The speaker pointed out that con 


tion on core practice, only to find that 
little or none was available. 

Mr. Robinson went on to discuss the 
siderable investment is required in set behavior of sands, cereal binders and 


ting up the process, but said that re moisture in cores and their relation 


Posed by Photographer-Publicity Chairman James F. Gilbert at St. Louis 
District Chapter’s October 11 meeting were, standing left to right: Chap 
ter Treasurer Robert H. Jacoby, Key Co.; Vice-Chairman Henry W. Meyer, 
General Steel Casting Corp.; Speaker Kenneth M. Morse, A.F.S. Safety ¢ 
Hygiene & Air Pollution Program Director; Technical Chairman W. Pickles, 
National Bearing Metals Div., American Brake Shoe Co. Seated, from 


left: Chapter Secretary Paul E. Retzlaff, Nordberg Manufacturing Co., 
Busch Sulzer Div.; and Chairman Ralph Hill, East St. Louis Castings Co. 
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Student Louis Memoli demonstrates molding in the Northwestern University 


foundry, climaxing the 
first meeting, October 3. 
tional Malleable & 


1.F.S. Northwestern University Student Chapter’s 
Looking on, from left, are B. C. 
Steel Castings Co., evening’s speaker; Student John 


Yearley, Na- 


Harwood and Robert Cech, first chairman of the new A.F.S. Student Chapter. 


ship to core oils. Following this, Mr 
Robinson presented the film The 
1-D-M of Cores’—a visual solution to 
eliminating core room variables 
Attending were A.F.S. National Di 
rector Martin J. O’Brien, Jr., Svming 
Depe w, N. ¥ and 


eight new chapter members 


ton-Gould Corp 


Canfon District 
William T. Cole 
Canton Malleable Iron Co 
Chapter Reporter 

Puikp MEETING of the season, held 
November | at Massillon, Ohio, fea 
tured a showing of the film, “The 
1-D-M of Cores, 
Ravel, Foundry Products Di 
Archer-Daniels-Midland Co 
producers of the film 


prese nted by Law 
rence | 


Vision 


The film showing drew the chapter's 
largest audience for some time. Chan 
man C. B. Williams, Massillon Steel 
Castings Co., and Program Chairman 
4. O Stark Foundry Co., 
Canton, presided at the meeting 


Prentice 


Central Ohio 
Wilfred H. White 
Jackson Iron & Steel Co. 
Chapter Reporter 

Cuapter’s Annual Springfield, Ohio, 
Meeting was held November 12 at the 
Shawnee Hotel in that city, with 
Phomas Cusack of the Oliver Corp 
making arrangements 

Opening the meeting after dinner 
was a coffee talk by A.F.S. National 
Vice-President I. R. Wagner 


Society's services to the 


who de 
scribed the 
foundry industry and urged taat all 
foundrymen participate in the Soci 
ety s activities. 

Plant safety was the topic of the 
Drake 


evening's main speaker, C. ¢ 
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of the Oliver Corp., South Bend, Ind 
Using a different approach to plant 
problems, Mr. Drake 


sized the psychological aspects of safe 


safety empha 
ty Employees he said, are aware of 
the personal consequences of acc 
dents, such as pain, physical injury 
and possible loss of life, but are un 
aware how much employee carelessness 
costs the employer in breakage of 
equipment, time lost n going for 
help, time lost through curiosity of 
other employees, and loss of materials 
in production 


Empioyee mental conditions show 


up in accident rates, Mr. Drake said. 


Accident rates are affected by war 
scares, taxes, strikes, family troubles 
and general unrest. The best super- 
visor, according to Mr. Drake, is one 
who can recognize and overcome em 
ployee mental attitudes that may cause 


accidents 


Birmingham District 
J. P. McClendon 
Stockham Valves & Fittings, Inc. 
Publicity Chairman 

OcroBeR MEETING marked the begin 
ning of several important technical 
sessions for the season. Approximately 
75 foundrymen attended the opening 
meeting, including Instructor Warren 
Jeffrey and eight A.F.S. University of 
Alabama Student Chapter 
who attended as guests of the speaker 
Fred G. Kramer, American Silica Sand 
Co., Ottawa, Hl 

Choosing as his topic “Traveling 
With a Grain of Sand Mr. Kramer 
told of the upheavals that 
produce a grain of sind, and showed 


members 


geologic 


why sands in certain areas differ from 
those of other areas in characteristics 
and suitability for foundry work 

Mr. Kramer was accompanied by 
S. G. Seaton, president of the Ameri 
can Silica Sand Co 

I. H. Benners, ]1 
chapter's Educational Committee n 


chairman of the 


response to requests by members, out 
lined workings of the annual A.F.S. 
Apprentice Contest and said that he 
would secure addit’onal information 
on next year’s contest to pass on to 
interested members 

Chapter Secretary- Treasurer John 

Drenning reported that the Chap 


Malleable Round Table panelists at Chicago Chapter’s November meeting 


were, facing camera from left: William Moran, William E. 
Moline Malleable Tron Co.: 
Mack, Crane Co.; T. A. Cizma, National 


Co.; Joseph C. Gafiney, 
nots Malleable Iron Co.; H.W. 


Pratt Mfg. 


Ceal F. Semrau, Ill 


Malleable & Steel Castings Co.; and Russell Drews, International Harvester. 





Some of the 144 foundrymen who heard Ralph L. Lee of Grede Foundries, 
Inc., Milwaukee, speak on “Do You Know Your Costs?” at Southern Cali- 
fornia Chapter’s November 9 meet. Photo: Ken Sheckler, Calmo Engineering. 


ter’s Annual Outing & Barbecue last 
September was a financial success and 
that the attendance was the largest in 
chapter history. 

Vice-Chairman Fred K. 
Adams, Rowe & Norman, Inc., pre 
sided in the absence of Chairman 
Charles K. Donoho, American Cast 
Iron Pipe Co. 


Brown 


Rochester 

Herbert G. Stellwagen 
Hetzler Foundries, Inc. 
Publicity Chairman 

November 13 meeting featured a talk 
by Clyde A. Sanders, American Colloid 
Co., Chicago, on “Molding Sands.” 

The speaker stressed the necessity 
for watching sands and sand condi 
tions as well as metallurgical condi- 
tions to achieve good castings. Experi- 
ments conducted by Mr. Sanders with 
natural bonded and synthetic sands 
indicated that shrinks developed with 
both if the moisture content of the 
molding material was incorrectly pro 
portioned. 

Using motion pictures and _ slides 
Mr. Sanders showed the effects on gray 
iron castings of proper application of 
bonding material and seacoal, bal 
anced with a correct proportion of 
water. 

Seacoal facings reduce the pipe in 
the castings, he said, adding that pour 
ing temperatures are not as important 
in obtaining solid castings as are sand 
conditions. By using test molds, it was 
proved that moisture plus seacoal and 
proper bonding material will do much 
to produce satisfactory castings. 


Massachusetts Institute 
of Technology 
Dix Chandley 
Chapter Reporter 

A pep TALK by Professor Howard F. 
Taylor opened the first dinner meet- 
ing of the year on October 15. Pro- 
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fessor Taylor discussed the opportu 
nities for engineering graduates in the 
foundry and the need for application 
of scientific methods to foundry prac 
tice. He pointed up this need by sug- 
gesting a large number of problems 
that could be worked out by members 
of the Student Chapter during their 
“Saturday Melts.” 

During the New England Foundry 
Conference, held October 19 and 20 
at M.I.T., the Chapter shared in some 
of the work, lectures and recreation, 
and the New England Foundrymen’s 
(Association has invited members of the 
M.LT. Student Chapter to attend its 
monthly dinner meetings. 

November 7 meeting had as_ its 
speaker Donald Reese, International 
Nickel Co., New York, who discussed 
the relationship between “Ductile Iron 
and Basic-Lined Cupolas.” 


Stating that it is his opinion that 
ductile iron is “here to stay,” Mr. Reese 
said that the big problem today is to 
do away with the “cook book" method 
of making ductile iron in the ladle and 
to make it in the cupola. This, he said, 
can best be carried out in the bsic 
lined cupola 


Central New York 
Ralph J. Denton 
R. J. Denton Co. 
Publicity Chairman 
NOVEMBER MEETING, held at the 


Onondaga Hotel, Syracuse, drew a rep 
resentative group of 135 foundrymen 
from all over the Central New York 
area. Also present were several mem 
bers of Pangborn Corp Hagerstown 
Md., who came to hear A. L. Gardner 
of their company speak on “Modern 
Blast Cleaning and Dust Control.” 
Mr. Gardner made colorful sketches 
tracing the history and development 
of blast cleaning, and basic design of 
equipme nt 
Of great 
present were typical installations shown 


interest to foundrymen 


that increased production through the 
Gardner 
also touched upon dust control and its 


blast cleaning process Mr 


importance in foundry practice 

\ question and answer period fol 
lowing the talk was conducted by Bruce 
Artz of Pangborn Corp 


Southern California 
Alfred A. Grant 
Grant & Co. 
Publicity Chairman 

Tuirp Meretinc, held November 9 at 
the Rodger Young Auditorium, Los 
Angeles, featured a talk by Ralph I 
Lee, Grede Foundries, Inc., Milwaukee 
on “Do You Know Your Costs?” 

Mr. Lee 
records must be kept of every phase of 


emphasized that accurate 


(Continued on Page 76) 


This informal, behind-the-scenes shot of the screen being set up just 
before Oregon Chapter’s. October meeting was taken by Chapter Reporter 
Photographer Norman E. Hall, Electric Steel Foundry Company, Portland. 
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OHIO FERRO-ALLOYS 
BRIQUETS 


oe You gain the benefit of positive 


analysis control when you use Ohio Ferro- 
Alloys Briquets for silicon, manganese and 
chrome addition to the cupola. Their use as 
regular practice allows a wide latitude in 
making up the charge from available pig iron 
and scrap. 


THE FOLLOWING ARE AVAILABLE 





Kind of 
Ohio Ferro-Alloys Color Contained Alloy 
Briquet 





_ Two | 1 Ib. Silicon 
Silicon block Sizes | 2 Ib. Silicon 





V2 Ib. Silicon and 


Silico-Manganese yellow 2 Ib. Manganese 





Manganese red 2 Ib. Manganese 

















Chrome green 2 Ib. Chromium 





Important, too, is the knowledge that you 
can count on a dependable source of supply 
for these products. Our increased production 
capacity will permit us to meet the growing 
demands from old and new customers. We 
invite your inquiry. 


FERRO - SILICON 50 - 75 - 85 - 90% 
SPECIAL BLOCKING 50% FERRO - SILICON 
LOW CARBON FERRO - CHROME SILICON 

HIGH CARBON FERRO - CHROME 
FERRO-MANGANESE « BOROSIL + SIMANAL 
BRIQUETS 
SILICON *¢ MANGANESE + CHROME 
SILICO - MANGANESE 








PumiLo 


© ora 193s BY Je eile () OFA 1941 


: 


SALES AGENTS AND WAREHOUSES: 
SAN FRANCISCO AREA— Pacific Graphite Company, 


Inc., Oakland 8, California. My, Viiip- Yi Y) Lviprilin 
/ 


LOS ANGELES AREA—Snyder Foundry Supply Company, 
Los Angeles 11, California. yf hoe (ip 
MINNEAPOLIS AREA — Foundry Supply Company, ann Bet. 
Minneapolis, Minnesota. ‘ Chicago Detroit Pittsburgh Tacoma Septtie 
MEXICO — Casco S. de R. L., Apartado Postal 1030, Minneapolis |\ Birmingham San Francisco Los Angeles 
Calle Atenas 32-13, Mexico, D. F., Mexico. { 
SALES AGENTS, NO WAREHOUSES: 
NORTHWEST AREA—E. A. Wilcox Company, Arctic BIRMINGHAM DISTRICT—Schuler Equipment Company, First 
Building, Seattle 4, Washington; Phone Mutual 1468. National Building, Birmingham, Alabama. 
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Memo to Men 


wee 


eir | mold 
rely on + 


BENTONITE SALES OFFICE 
RAILWAY EXCHANGE BLDG. 
CHICAGO 4 «+ ILLINOIS 


al Benton} 


DON'T TELL ‘EM 
WHERE | AM / 
| FORGOT 


4 TO RE-ORDER 


t 


a nave’ 
and na 
ts cone* 


they’ re 


THAT 


These approved DISTRIBUTORS are ready to supply you. 


American Cyanamid Co 
New York, New York 


American Steel & Supply Co 
332 S. Michigan Ave 
Chicago 4, Illinois 


The Asbury Graphite Mills, Inc 
Asbury, New Jersey 


Borado & Page, Inc. 
Kansas City, Missouri (main 
office) 
Also— (Branches) 
Tulsa, Okla 
Okiahomo City, Okla. 
Wichita, Kansas 
Dallas, Texas 
Houston, Texas 
New Orleans, La. 
G. W. Bryant Core Sands, Inc 
McConnellsville, New York 
Lloyd H. Canfield Foundry 
upplies 
1721 Minnesota Ave., 
Konsas City, Kos 


— dng and Equipment 


215 ‘Chandler ." 
Buffalo 7, N. 


The Foundries Materials Co 
Coldwater, Mich Also — 
(Branch) Detroit, Mich 


Foundry Service Company 
North Birmingham, Alabamo 


James R. Hewitt 
Houston, Texas 


Interstate Supply & 
Equipment Co. 
647 West Virginia St., 
Milwaukee 4, Wis. 


Independent Foundry Supply Co. 


6463 East Canning S 
Los Angeles, California 


Industrial Supply Co. 
San Francisco, California 


Klein-Farris Co., Inc 
Boston, Massachusetts 
New York - Hartford, Conn 


LoGrand Industrial Supply Co. 
Portiand, Oregon 


la Sallie Builders Supply, Ltd 
Montreal, Quebec, Canada 


Marthens Company 
Moline, Illinois 


Carl F. Miller & Co 
Seattle, Washington 


Pennsylvania Foundry Supply 
Sond Co 
Philadelphia, Pennsylvania 


Refractory Products Co. 
Evanston, Illinois 


Robbins & Bohr 
Chattanooga, Tennessee 


Smith-Sharpe Company 
Minneapolis, SAinnesota 


Steelman Sales Co 
Chicago, lilinois 


Stoller Chemical Co 
227 W. Exchange Ave 
Akron, Ohio 


Wehenn Abrasive Co 
Chicago, Illinois 


Mr. Walter A. Zeis 
Webster Groves, Missouri 





PERSONALITIES 


(Continued from page 63) 


James J. Russell has been elected chair 
man of the Board and chief executive 
and James M. Kennedy president 
of Revere Copper & Brass, Inc. Mr. Russell, 
who was previously president, succeeds 
C. Donald Dallas, who has retired as chair 
man but continues as a member of the 
Board. Mr. Kennedy was formerly vice 
president in charge of Revere’s Rome 
Mfg. Co. Division. He will now make his 
headquarters in the company’s New York 
City executive ofhices 


officer, 


Harry H. Fair was recently elected chair 
man of the Board of Directors of Cater 
pillar Tractor Co., Peoria, IL, succeeding 
the late C. L. Best. Mr. Fair’s connection 
with Caterpillar dates back to 1918, when 
he became a stockholder and director of 
Best Tractor Co., forerunner of Cater 
pillar. He was a prime mover in the 
formation of Caterpillar and has since 
been on its Board and executive commit 
tee continuously. Elected to the Board to 
replace Mr. Best is A. H. Brawner, presi 
dent of W. P. Fuller & Co., San Francisco 
As a Colonel during World War Il, Mi 
Brawner headed the Labor Branch of the 
Army's 6th Service Command 


Ex-President Herbert Hoover was 1 
cently American Standards 
Association’s Howard Coonley Medal for 


awarded the 


his work on national standardization pro 
jects when he was Secretary of Commerce 
in the 1920's. Mr 
the medal during the Association’s Annual 
Meeting Luncheon at the Waldorf Astoria 
Hotel, New York, October 24. 


Hoover was awarded 


Edwin W. Sankey has been elected vice 
president and assistant to the president 
and John A. Matousek has been elected 
vice-president in charge of manufacturing 
for the Baker-Rauland Co., New York. 
Mr. Sankey has been with the company 
since 1919 and was formerly purchasing 
agent. Mi 
20 years been in metals 


Matousek has for more than 
manufacturing 
work and since 1949 has been manager of 
manufacturing for the Baker-Raulang Co 


Bruce Coton has been appointed general 
superintendent of General Smelting Co 
of Canada, Ltd., Hamilton, Ont 
will be in charge of the company’s new 


where he 


Bronze Division, in addition to his previous 
responsibilities as superintendent of alumi 
num, tin and zinc operations 


Richard E. Tauber has been appointed 
traveling representative in the purchasing 
department of Lowenthal Metals Corpora 
tion, Chicago, Ill 


Ira E. Cruse has become core room fore 
man of the Cast Armor Div., American 
Steel Foundries, East Chicago, Il. He was 
previously with Standard Foundry Co., 
Racine, Wis., and with Campbell, Wyant 
& Cannon Foundry Co., Muskegon, Mich 


Kenneth M. Morse, A.F.S. Safety & 
Hygiene & Air Pollution Program director 
was named chairman of one task group 
ASTM 
Subcommittee on Methods of Sampling 


and a member of another of the 
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and Analyses of Atmospheric Contam 
inants during ASTM’s recent meeting in 
Philadelphia 


R. B. Kropf has been transferred from 
International Nickel Co.'s Cincinnati Tech 
nical Section to the Detroit Technical 
Section, where he will assist in expanding 
defense activities. Replacing Mr. Kropf at 
Cincinnati as head of the Technical Sec 
tion is C. T. Haller, formerly of the Pitts 
burgh Technical Section. Mr. Kropf was 
in charge of the Cincinnati Technical 
Section of Inco since its inception in 1945, 
while Mr. Haller was with the Pittsburgh 
Section since 1945 


Bert L. Pearce has been named chief 
engineer of Link-#elt Co.’s Ewart Plant, 
Indianapolis, succeeding Charles R. Weiss, 
who recently retired after 42 years service 
with the company, Mr. Pearce has been 
with Link-Belt since 1936, when he en 
tered the Indianapolis plant’s order de 


Hand-pushed American MonoRail Cranes with 
air hoists serve the molding turntable where 
cores are set, molds closed and placed on an 
82-car conveyor loop for transfer to pouring 


partment upon graduation from Rose 
Polytechnic Institute. He has been chief 
engineer for Product Design at the com 
pany’s Dodge and Ewart plants, Indian 
apolis, for the last 10 months. Named as 
assistant chief engineer at Ewart is Russell 
T. Sweeney, who began at the Dodge plant 
in 1918 as a tool designer and at the time 
of his new appointment was assistant chief 
engineer for Application Engineering 


William A. Hambley, vice-president and : ’ f = = . WITH 


general manager, Wilson Foundry & Ma 


chine Co., Pontiac, Mich., has resigned his 
position to join the Charles A. Krause 
Milling Co., Milwaukee, as Michigan serv 


ice engineer. Mr. Hambley is a member 


of the Executive Committee and chairman . ; 

of the Analysis of Casting Defects Com Two MonoTractor driven ladie carriers move 
around the MonoRail loop from cupola to 

mittee of the A.F.S. Gray Lron Division ‘ 2 : 
conveyor where carrier travel is synchronized 


for careful pouring. 
Obituaries 


At the Chapman Valve Mfg. 


Maurice J. Tucker, 64, purchasing agent ‘ 
for Robinson Clay Product Co., Akron { Co., Indian Orchard, Mass., a 


Ohio, died October 16 in a hospital in that compact, 82-car conveyor loop 
city. Mr. Tucker had been associated with “ey 4 is serviced by an American 
Robinson for more than half a century MoncRail system consisting of 
having joined the company as a purchasing \ 
department clerk in 1900 hand-pushed cranes and Mono- 
Tractor driven carriers. Both 
Myron Miller, 47, president of the Fre time and labor are saved 
mont Foundry Co., Fremont, Ohio, died “ 
of a heart attack on July 28. Mr. Miller through the mechanized trans- 


joined Fremont in 1924 as a laborer and — f fer of both flasks and ladles. 
molder after attending the University of | 


Michigan, He was assistant superintendent : : 
and general manager of the company in Many other handling operations 


1946, when he was named its president in the foundry can be efficiently 

and carefully performed with 

Howard W. Pound, 55, vice-president American MonoRail systems. Let 
and general manager of the Air Filter : , 

Sales Division of the American Air Filter on experienced engineer show 


Co., Louisville, Ky., died October 10 you what has been done. Write 
Mr. Pound was a graduate of Purdue Uni Smail MonoRail loop with MonoTractor carrier for Bulletin C-1 offering hun- 
versity and a veteran of \Jorld War I removes flasks from conveyor to shake-out , , é 
end retera. dreds of application pictures. 

Robert N. Blakeslee, 58, vice-president 
and director of engineering, Ajax Electro 
thermic Corp., Trenton, N. J., died Oc a oo i Ta SO FETT, EA oe Sy 
tober 17. Mr. Blakeslee, who had been ’ d Bw FP 

3 f | ; 

associated with Ajax for 24 years, became ; ' . i COMPANY 
vice-president of the corporation in 1941 ‘ a : a 


He was a graduate of Yale University’s 13122 ATHENS AVENUE * CLEVELAND 7, OHIO 


Shetheld Scientific School, class of 1913 
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STEEL FOUNDRIES 


INCREASE 
OVEN CAPACITY 


0407, with 


This dry core binder is actually 
increasing oven capacity from 30 
to 40° for many steel foundries 
today . . . It SAVES on heat 
requirements because baking 
temperatures can be reduced to 
385° to 400° and the ume cycle 
cut from one-fourth to one- 
third . . . It is immediately 


available in any quantity 


SUPERSET Dry Core Binder is producing more satisfactory cores 
in a high percentage of jobs because it assures a core of increased 
transverse strength with a higher degree of collapsibility 

There is less scrap from underbaked cores, and cores lose less 
strength in storage after baking . . . SUPERSET is non-toxic, 
non-irritating — at the shake-out it produces no obnoxious fumes 
or odors — and it can be stored indefinitely without deterioration. 


WRITE We will send complete information immediately and make 


arrangements for our technical representative to call and demon- 
strate SUPERSET value and SAVING. 


er; totier Chemical Co. 


225 W. Exchange Street ..... AKRON 8, OHIO 








CHAPTER ACTIVITIES 


(Continued from Page 72) 


operation to arrive at the exact cost 
of the job, and thus amounts to almost 
a daily check of operations. Mr. Lee 
stated that the results of these checks 
will establish a cost standard appli 
cable to approximately 90 per cent of 
the work done in foundries. 

Among the items to be considered in 
arriving at a cost standard are, Mr 
Lee said: size, weight and complexity 
of the proposed casting; flask sizes 
needed; molding costs, including mold 
ing burdens; core costs including core 
burdens; cost of sand and additives 


Sam F. Carter, American Cast Iron 
Pipe Co., Birmingham, speaking 
on the “Basic Lined Cupola” at 
Tennessee Chapter’s October meet. 


metal costs, cleaning costs; and the 
burden on each casting 

Mr. Lee recommended that in most 
cases castings should be sold by the 
piece and not by the pound, becausé 
of latent inaccuracies in the latter 
method, unless a jobbing shop is con 
cerned and is running 5 to 10 thousand 


castings 


Northeastern Ohio 
Robert H. Herrmann 
Penton Publishing Co. 
Chapter Reporter 
OcToOBER MEETING drew an attend 
ance of approximately 250 to hear Ber 
nard N. Ames, New York Naval Ship 
yard, Brooklyn, on “Shell Molding.” 
Mr. Ames described some of his 
experiences in working with the shell 
molding process. Sand used in the 
process may vary in fineness from 
AFS 90 to 230, with a clay content 
below 3 per cent. Resin content may 
vary from 5 to 9 per cent by weight 
of the sand. Mixing time should be 
about 7 minutes, and a conventional 
foundry muller with the wheels raised 
about | in. from the bottom may be 
used. Best results are obtained with 
alloy cast iron patterns heated to 350 
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500° F and coated with a mold release 
agent (usually a silicone-water emul 
sion, 5 to 10 per cent by volume). Cur 
ing the mold for 1 minute at 600 F 
generally is sufficient 

Accepted principles of gating and 
heading must be tollowed in this as in 
other casting processes if castings are 
to be sound. Gating methods which 
provide for pouring molds on end are 
preferable. Best casting surface finish 
is obtained by bottom gating. A ta 
pered downsprue in a ratio of 4:1 Is 
desirable, the speaker said 

For making cores, Mr. Ames sug 
gested the use of heating units in the | 
corebox and an automatic quick-open | 


' ay A re Tough / 


STRAINER CORES 





tb ae 7 


Foundries using AlSiMag Strainer Cores have found that they save extra money 

Readying their talk before North by not having to give special treatment and extra care to these cores. They store 

eastern Ohio Chapter’s Pattern almost anywhere and require only a minimum of space. 

Division session during the Octo They are delivered to the molder in a handy carton, ready for use—now or a 

bes meeting were Speakers John year from now Do not deteriorate. And they take fast, rough handling—this speeds 

Saunders and James Anderson, both up your production. 

of Carborundum Company. Photo AlSiMag cores show little abrasion from metal stream. They allow a positive 

by S.N. Farmer, Sand Products Corp. even flow of metal Have even thermal expansion and withstand all normal pour- 
ing temperatures. 

ing and closing device. Cores thus are Many companies are using these cores today with great success in improved 

cured in the box without the necessity castings and increased production. Perhaps you, too, can find new profits by 

of a separate curing oven. He also said using them in your own foundry 

that the use of steel shot as a backing 





agent for the shell molds does not pro 


vide a chilling action ALSIMAG CUT-OFF CORES save cut-off time by forming Cut-off Core 


From the health point of view, shell a weak joint between riser and casting. Made in many 


molding offers a possible respiratory shapes and sizes. Cameron Cores Patent Number 2,313 


hazard in the handling of pulverized 517 sold to Meehanite Licensees only 





and fine silica sands and possible con- 


4 
tact dermatitis from handling phe nolic a 
ALSIMAG GATE TUBES are hard, smooth ceramic tubes 
resins containing hexamethylene-tetra f h | Helo k ' 4 
t 7 t > e 5 2aNne 
mine. Odors emitted by decomposing ee a a 


Ids d 9 1 aft ft 1 produce fewer rejects 
molds during and atter pouron, how i a 


ever, are acrid but no worse than many 





other foundry odors, he concluded 
FREE SAMPLES ON REQUEST: Somples of specifications oat reasonable cost. Test them 


The patternmaking division saw a 
I 5 AISiMag Strainer Cores, Cut-Off Cores and in your own foundry. Keep a record of the 


film describing the manufacture and 

“ Li : ” Gate Tubes from sizes in stock are sent fee results. You will see that AlSiMag Ceramic 
application of grinding wheels. Pres 
entation was by J. R. Saunders and 


J. R. Anderson, local representatives of 


the Carborundum Co AMERICAN LAVA CORPORATION 


Northwestern University CHATTANOOGA 5, TENNESSEE 
FALL PROGRAM opened October 3 50TH YEAR OF CERAMIC LEADERSHIP 


on request. Test samples made to your own Products pay for themselves many times over 


with a foundry smoker in the student OFFICES: Philadelphia © St. Louis @ Cambridge, Massachusetts © Chicage 
lounge. Speaker George K. Dreher, | Los Angeles @© Newark, N. J. 
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Foundry Educational Foundation, ex 
plained how F.E.F. encourages the col 
lege graduate to enter the casting field 
and stressed the opportunities open to 
men with engineering backgrounds. 
The importance of the foundry in 
dustry and the need for technically 


A. Leslie Gardner, Pangborn Corp., 
Hagerstown, Md., revealed quite 
a talent for cartooning in illus 
trating a point during his talk 
on “Modern Blast Cleaning’ be- 
fore the November meeting of 


the Central New York Chapte 


trained men were explained by S. C. 
Wasson and B. C. Yearley, National 
Malleable and Steel Castings Co. Jo 
seph E. Foster, A.F.S. technical assistant, 
described research projects carried on 
by A.F.S. Other speakers were Bruce 
Simpson, National Engineering Co., 
industrial advisor to the Student Chap 
ter; Donald Whitmore, faculty advisor: 
and Burgess Jennings, chairman of the 
Mechanical Engineering Department. 

\fter the meeting, a demonstration 
of the school foundry was made by stu 
dents. Following this, refreshments 
were served and an informal discussion 

On October 18 chapter members 
made a trip through Wells Manufac 
turing Co., Skokie, IIL, one of the 
foundries participating in the North 
western Cooperative training program 

Chapter ofhcers are: Robert Cech, 
president; Joseph Alber, and Edward 
Campbell, vice-presidents; and George 
Friese, secretary-treasurer. 


Northern California 
John Bermingham 
E. F. Houghton & Co. 
Publicity Chairman 
SEVENTEENTH ANNUAL Outing and 
Golf Tournament of the Chapter was 
held September 28 at the Sequoyah 
Country Club, and was attended by 52 
Chapter members and guests who par 
ticipated in the afternoon Golf Tour 
nament. By evening, 111 were present 
to enjoy the dinner and entertainment. 
In the Golf Tournament, Chapter 
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President Philip D. Rodger shot a low 
gross 80, tying Harris Donaldson, Brum 
ley-Donaldson Co., for member honors. 
Guest B. Hastie shot a 77 for the best 
score of the day. Blind bogey prizes 
were won by Jack Ramsdell, Andy 
Caridis, John Bermingham, Ray |e 
rome and Ray Jardinine. 


No aces were scored in the Hole-in 


One Contest, but Terry Boscacci was | 


only 11 inches from the pin. Follow 
ing closely were E. Boscacci, John 
Lane, Charles Foster, ( Hillcourt, 
Mel Matthews, Charles Hammond and 
Philip D. Rodger—all within 40 inches 
of the pin. 

Outing Committee Chairman Clay 
ton D. Russell, Phoenix lron Works 
was assisted by Roy Hoag, General 
Metals Corp.; Dan Henry, Federated 
Metals Division, American Smelting & 
Refining Co.: William Skinner, Pacific 
Graphite Works; and Burt Christian 
sen, Laclede-Christy Co., in doing an 
oustanding job of planning 


Oregon 
Norman €. Hall 
Electric Steel Foundry Co 
Chapter Reporter-Photographer 
LARGE TURNOUT of members and 
guests gathered at the Heathman Ho 
tel, Portland, October 17, to hear Jack 
Wright, Hyster Co., Portland, speak on 
“Materials Handling in the Foundry.” 
Using slides to illustrate his talk, Mr 
Wright pointed out the great amount 
of savings possible by using mechanized 
equipment throughout the foundry to 
handle bulk or packaged materials 
Chairman E. ]. Hyche, Rich Manu 
facturing Co., announced the unani 
mous decision of the Board of Directors 
of the Chapter to sponsor the North 
west Regional Conference in Portland 
in October, 1952. Also announced was 


Continued on Page 85) 


Jack Wright of the Hyster Co., 
Portland, Ore., was the principal 
speaker at Oregon Chapter’s Oc- 
tober meeting. Photograph cour- 
tesy of Norman E. Hall, Electric 
Steel Foundry Co., Portland, Ore. 


DECEMBER, 1951 


Want mulled 
sand 
ANYWHERE 
in the foundry? 


Real portability . . only the sond need 
be moved—not the entire mullor! 


Todays answer 


is the 
portable 


MULBARO 


Here’s how to have 
mulled sand readily available in 


any location in the foundry. Use a 
Mulbaro . 


. today’s answer to small 


foundries for all their mulling . . . to large 
foundries for mulling special batches 

of facing and core sand and for mixing 
ladle lining and cupola patching material. 


The Mulbaro mulls thoroughly! It requires less sand 
handling! It provides real pertability at lowest cost. 


Write today for Mulbaro descriptive folder! 


5p « 


BEARDSLEY & PIPER 
Division of Pettibone Mulliken Corp. 
2424 No. Cicero Ave., Chicago 39, Ill. 


Manufacturers of the Sandsling Speedsli 


* Hydra-Slinger * Speedmullor *« Mulboro * 
Screenorator + Nite-Gang * Junior Nite-Gang 
¢ Preparator * B&P Combination Sand 
Conditioning and Mulling Unit + B&P 
Champion Speed-Draw + B&P Plate Feeder 
¢ B&P Turntable *« B&P Gyratory Screen 








ROTO-CLONE Type N Arrangement D ... and cutaway showing operation of water curtain. 


here’s the “last word’ on 


WET TYPE COLLECTORS! 


ROTO-CLONES* provide four major 
advantages in eliminating dust 
from foundry operations. 


1. Efficiency—better than 98% on small 
micron particles even in heavy concen- 
trations. This is the daily operating 
record of scores of Type N and Type W 
ROTO-CLONES now servicing many 
kinds of foundry operations. 


2. Low Cost—a ROTO-CLONE wet col- 
lection system costs no more than other 
dust collectors of comparable efficiency. 
However, its small space requirements 
and factory method of assembly reduce 
installed costs. Operating features also 
reduce maintenance. The ROTO-CLONE 
system of bringing the dust to the water 
makes effective use of every gallon 
supplied. 

3. Uniform Air Delivery—the exclusive 
ROTO-CLONE engineering features sup- 
ply constant air volumes and continuous 
efficiency dust control. 


Ameri 


104 Central Ave., Louisville 8, Ky. « 


4. No Secondary Dust—ROTO-CLONES 
eliminate rehandling and disposal of dry 
dust. Dust is collected in sludge form 
within the self-contained unit and may 
be disposed of in several ways. For one 
...it may be sluiced, either intermit- 
tently or continuously. 


The principle applications for wet-type 
collectors in the foundry field are 
¢ Shake-outs + Sand Conditioning 
Systems + Core Grinding + Abrasive 
Cleaning + Tumbling Mills + Electric 
Melting Furnaces. 


For complete information on the many 
ROTO-CLONE types, sizes and applica- 
tions call your nearby AAF representa- 
tive or write for Engineering Bulletin 


No. 270A. 


*ROTO-CLONE is the trade-mark (Reg. U.S. 
Pat. Off.) of the American Air Filter Company, 
Inc., for various dust collectors of the dynamic 
precipitator and hydro-static precipitator types. 


COMPANY, INC. 


Type N ROTO-CLONE 
Arrangement B 


us 


can Air Litter 


In Canada: Darling Bros., Ltd., Montreal, P. Q. 
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WHEREVER THE HOT STUFF HITS 


USE NATIONAL CARBON 


TRADE-MARK 





the cinder notch plug! 


For the splash plate! 


For the runout troughs! 








@ “National” carbon is now firmly established for blast furnace 
linings. It is being used outside the furnace as well—wherever there 
is contact with molten material—for the splash plate, runout troughs 
—clear down to the ladle—skimmer plate, cinder notch liner and 
cinder notch plug. 
The reasons? 
“National” carbon has no melting point. It is highly resistant to 
slag attack and thermal shock ... not wet by molten metal . . . has The term “National” is a registered trade-mark 


a low thermal expansion .. . and maintains its mechanical strength of Caton Costite and Gorton Cooperation 


NATIONAL CARBON COMPANY 
A Division of Union Carbide and Carbon Corporation 
30 East 42nd Street, New York 17, N.Y. 


at elevated temperatures. 
Use “National” carbon inside and outside your blast furnaces and 


you cut down maintenance, speed up production and save money. 


> — ail one” — . . - y ° District Sales Offices: Adianta, Chicago, Dallas 
For more information, write to National Carbon Company, Dept.A. Kennes Chex, New Yook, Pleubecsh, San Beanciee 


IN CANADA: National Carbon Limited 
Montreal, Toronto, Winnipeg 
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LITERATURE 


(Continued from page 82) 


FOR FURTHER INFORMATION ON NEW 
FOUNDRY PRODUCTS LISTED HERE USE 
CONVENIENT POSTCARD ON PAGE 82. 


vant line of air conditioning, air handling 
and air cleaning equipment. Booklet B 
5164 is divided into three sections: (1) 
air conditioning apparatus—unit air con 
ditioners, unit heaters, hermetically sealed 
compressors, condensers and water coolers; 
(2) air handling apparatus—ventilating 
and air conditioning equipment, heating 
equipment, general purpose and indus 
trial fans, heavy duty and mechanical 
draft fans; (3) electronic air cleaning 


equipment—Precipitron, horizontal air 
cleaner, vertical air cleaner and oil mist 
control units. Sturtevant Division, West- 
inghouse Electric Corp. 


Airless Blasting Room 

19—4-page color folder gives details 
on the Pangborn Airless Rotoblast Room 
a completely enclosed chamber for cleaning 
large castings by means of centrifugally 
hurled abrasives. Including photographs, 
line drawings and plan and_ elevation 
drawings, booklet explains how unit cuts 
cleaning time by two-thirds, cuts labor 
improves cleaning quality 
Operation of Airless Rotoblast Room, 
for the first time applicable to large 


costs and 


castings, is given, and information on 





420 LEXINGTON AVE. 





RASHIRE CHEMICALS, INC. 


... anew name for 


an old source 
of supply 


As of Nov. 15, 1951, Millmaster Chemical Corpora- 
tion, with headquarters at 420 Lexington Ave., New 
York 17, has changed its name to BERKSHIRE 
CHEMICALS, INC. We offer the following mate- 


rials from the same old sources: 


ZIRCON SAND 
ZIRCON FLOUR 


ZIRCONIUM CHEMICALS 


BERKSHIRE CHEMICALS, INC. 


LExington 2-5959 


NEW YORK 17, N. Y. 














abrasive reclamation and safety is in 
cluded. Detailed descriptions of such fea 
table, 
controlled abrasive density, cleaning jets, 


tures as the rotating cleaning 
etc., are given. Specification page shows 
front, plant and side drawings, plus data 
on wall construction, ventilation, light 
fixtures, abrasive separation, and rotating 
table mechanism. Pangborn Corp 


Nickel Silicon Alloy 
20—8-page folder 
and advantages of Nisiloy, a nickel silicon 


outlines properties 
inoculant, metallurgically designed to im 
prove machinability, add toughness, and 
increase resistance to wear. Claimed by 
manufacturer are improved production 


figures, reduced rejects, longer tool life 
and other shop economies, as a result of 
Nisiloy’s structural uniformity from lot 
to lot, and the elimination of chilled 
white iron or hard spots without anneal 


ing. International Nickel Co 


Sand Slingers 
21—28-page, profusely illustrated Speed 
slinger bulletin contains a description of 
all models of the 
the Tractor Sandslinger, and the Motive 


Motive Sandslingetr 
Speedslinger. Also described is the slinger 
method of ramming sand into molds and 
why and when a sand slinger should 
be used, plus information on which 
slinger will do the best job under partic 
ular conditions. Photographs, charts and 
diagrams show typical applications and 
important sand handling data. Beardsley 


Piper Div., Pettibone Mulliken Corp 


Self-Preheating Cupola 
folder 


embodying a new 


22—4-page illustrated describes 


the Trumelt cupola 


principle in’ cupola design. Features 


claimed by manufacturer are 1) pre 


heats its own air, (2) improves coke ratio 
3) improves casting quality and cuts 
machining time, and (4) Trumelt com 
bustion chamber can often be used with 
present stack. Booklet also contains cross 
sectional view of cupola. North State 


Py rophy llite Co 


Wet Blasting Machine 


23—1-page bulletin describes a new 
wet abrasive blasting machine, the Liqua 
mette, featuring a vertical pump for slurry 
recirculation, and compressed air for pro 
pelling slurry at the work. Unit is in 
tended for all cleaning applications where 
close tolerances must’ be maintained o1 
where breakdown of sharp edges or cor 
ners must be avoided. Specifications and 
dimensions are thoroughly presented. Cut 
away views show inner construction of 
entire unit and pump in position. Pump 
is a new development that eliminates leab 
age from glands and plugging of impeller 
Position of pump eliminates suction pip 
ing so that it can be removed without 
draining hopper. American Wheelabrator 


& Equipment. Corp 


Vertical Induction Motors 
24—Data on ratings, construction and 
types of vertical induction motors are con 
tained in Bulletin 05B7629. Motors de 
scribed range upwards from 60 hp at 200 
rpm. Allis-Chalmers Mfg. Co 
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CHAPTER ACTIVITIES 


(Continued from Page 79) 


the appointment of an Education Com 
mittee to work with the Oregon State 
College Student Chapter 

Members of this committee are 
F. A. Stephenson, Dependable Pattern 
Works; David Crabtree, Vancouver 
Iron & Steel Co., a former Instructor 
at Oregon State College: and C. Neal 
Wilcox, John Meece and Charles Coey 
of Electric Steel Foundry Co. Messrs. 
Wilcox and Stephenson will serve as co 
chairmen. 


Western Michigan 


Charles H. Cousineau 
Carpenter Brothers, Inc 
Publicity Chairman 

Ocroser | wMeerine, held at the 
Cottage Inn, Muskegon, had the larg 
est number of foundrymen, 165, ever 
to attend a regular meeting of the 
Chapter. Speaker was W. M. Sinclair 
Bakelite Div., Union Carbide & Car 
bon Corp.. who discussed “The Cron 
ing Process for the Casting of Metals.” 

Mr. Sinclair described shell molding 
its applications, advantages, operations 
and its future in the foundry industry 


Tennessee 


Charles R. Appel 
U. S. Pipe & Foundry Co 
Chapter Reporter 

FEATURED SPEAKER at the Chapter’s 
October 26 meeting, held at the Hotel 
Patten, Chattanooga, was Sam F ar 
ter, American Cast Iron Pipe Co., 
Birmingham, Ala. Some 60 foundry 
men attended 

Using slides to illustrate his talk 
Mr. Carter discussed “Baste Cupolas,” 
which he pointed out, while compara 
tively new, permit greater flexibility 
and greater control over phosphorus 
sulphur and carbon and _ offer relief 
from poor raw material quality 


Chicago 

Dean Van Order 

Burnside Steel Foundry Co 

Chapter Reporter 
Rounp ‘Tasit 

cago Chapter’s November meeting at 


Discussions at Chi 


tracted more than 200 foundrymen 
Grav Iron Division, under the co 
chairmanship of Robert Hendry, Love 
Brothers; Karl Blom, Lindgren Found 
ry Co.; and Joseph Schallerer, Calumet 
Pattern Works, had a lively déscussion 
of “Gray Iron Fatterns.”” Subjects in 
cluded first-hand reports on the success 
of various types of pattern and core 
box layouts, and a patternmaker’s 
views on poor customer Casting design 
Clyde A. Sanders, American Colloid 
Co., Chicago, spoke on “Steel Foundry 
Sands” during the Steel 
meeting. Mr 


Division's 
Sanders pointed out 


DECEMBER, 1951 


many problems contronting foundry 
men in the determination of green 
strength and mold hardness under 
varying conditions in the foundry 
Malleable Division featured a panel 
discussion otf “Melting Practice.” Head 
ing the panel was Cecil | 
IHinois Malleable Iron Co., assisted by 
H. W. Maack, Crane Co.; Russell 
Drews, International Harvester Co 
I A. Czima, National Malleable & 
Steel Castings Co.; ]. C. Gaftney, Mo 
line Malleable lron Co.; and William 
Fk. Moran, William E. Pratt Mig. Co 
Under the 
Riddell, H 


Semrau 


chairmanship of Fred 
Kramer & Co., the Non 


Ferrous Group heard kurt A. Mier 
icke, Baroid Sales Division, National 
Lead Co., Chicago, discuss “Use of 
Bentonite in’ Non-Ferrous 
Sands 


Foundry 


Western New York 


T. H. Burke 
Worthington Pump & Machinery Corp 
Chapter Reporter 

RECORD ATTENDANCE heard A.F.S. Na 


tional Director Thomas I Fagan 


Cooper Bessemer Corp., Grove City 
Nodular Iron” at the 


November 9 meeting 


Pa., speak on 


The speaker led off with a history 


Too hot, too cold — or just the right temperature 
to pour? That's what the foundryman must know 
about his molten metals! 


Pouring at correct temperatures means strong, 
dense castings. Pouring ‘off temperatures" results 
in shrinkage cracks, pitting, and many other flaws. 


Here Marshall Enclosed-Tip Thermocouples 
supply the answer. These instruments give you 


the exact temperature of your molten brass, 
bronze, aluminum and magnesium. Castings 
can be poured at correct temperatures. 


Marshall Thermocouples are always ready; 
need no preliminary adjustments. L. H. Marshail 
Co., 270 W. Lane Ave., Columbus, Ohio 


MARSHALL 


THERMOCOUPLES 





of nodular iron and used slides to 
illustrate the transformation of flake 
graphite into nodular iron. 

Essentials of nodularization, Mr. 
Eagan said are low sulphur content— 
preferably 0.03 per cent or less—0.30 
per cent manganese and 0.10 per cent 
phosphorus maximum. He also empha 
sized importance of temperature con- 
trol before agents are added. 

Cupola iron, he continued, can be 
either acid or basic, preferably basic 
because of lower sulphur content. This 
is treated with ferrosilicon to stabilize 
the structure. Dross formation must 
then be skimmed before pouring. 


5 


fesbbatebatpit-tal 


Nodular iron shrinks to a greater 
extent than cast iron, Mr. Eagan said, 
and this must be taken into consider 
ation in patterns, and in gating and 
risering. Nodular iron, he continued, 
has good castability and flows freely. 
Moisture in green sand molding must 
be closely controlled or pinholes will 
develop. This and skim formations 
on the cope side and heavy sections 
are problems yet to be solved. 

As cast nodular iron has good wear 
resistance and may be flame hardened, 
the speaker Annealing 
treatment consists of heating to 1700 F 


continued. 


for 2 hr, cooling in furnace to 1260 F 


Buckeye Silica 


Firestone is the ideal refractory for lin- 


hate mmr bate | patc 


¢ upolas 


Low in first cost 


easily istalled 
from 200% tc 


average 


tacts 


ng the melting 


zone of 


Buckeye is quickly and 
anyone and has a life 
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THE CLEVELAND QUARRIES CO 


letin 63 


REFRACTORY DEPT 


1740 E. Twelftt 
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‘BUCKEYE | 


“FOR THAT EXTRA SERVICE” 


SILICA FIRESTONE 





for 10 hr and then cooling to 1000 F 
in the furnace. As cast tensile proper 
ties are: strength 90,000-100,000 psi 
with | to 1.5 elongation; after heat 
treatment tensile strength is 70,000 to 
75,000 psi with 10 to 14 per cent 
elongation in 2 in. Machinability is 
good. Pressure castings stood up well 
and resistance to grain growth and 
scaling, up to 1650 F are remarkable 
Mr. Eagan concluded 


Ohio State University 
Alan J. Templeton 
Chopter Reporter 

First MEETING of the vear. on Octo 
ber 9, had as its guest speaker Max 
Demler, Harbison-Walker Refractories 
Co., who discussed basic cupola opera 
tions and refractories in the foundry. 

October 20 meeting was a picnic 
held on the Scioto river. Faculty mem 
bers present with their families in 
cluded Dr. Paul N. Lehoczky and Dr 
Williams 

November 6 meeting had as its guests 
\.F.S. Immediate Past National Presi 
dent Walton L. Woody, National Mal 
leable & Steel Castings Co., Cleveland, 
and Robert S. Gardner, Ford Motor 
Co., Dearborn, Mich 


“Coreblowing.” 


Douglas ( 


who spoke on 


St. Louis District 
James F. Gilbert 
J. F. Gilbert Co., Inc 
Publicity Chairman 

Worst sNow srorM in 39 vears held 
down attendance at the November 8 
meeting, held at the York Hotel 

After refreshments and dinner, the 
meeting was convened by Chapter 
Ralph M. Hill, East St 
Louis Castings Co. 

\ report from Membership Chair 
man, W. A. Zeis, Walter A. Zeis Co 


revealed that the chapter now has 273 


Chairman 


members 

Ten visitors were introduced by 
Webb I 
mittee chairman 

Fechnical Director for the evening 
\. S. Hard, St. Louis Steel Casting Co., 
introduced Sperker E. Eugene Ballard 
Lester B. Knight & Associates, Inc 
Chicago. 

Although Mr. Ballard was a last 
minute substitute for Lee Everett of 


Kammerer, Reception Com 


his company, he discussed the subject, 
“Foundry Modernization” very ably 
He stressed many advantages fon 
both labor and management in a mod 
ern, but not mechanized foundry, by 
stating that a modern plant is a better 
place to work in and makes a better 
return on manageme nt’s investment 
This was followed by a Technicolor 
film. “This Moving World,” produced 
by Malleable Founders Society and 
shown courtesy of Herbert H. Lueding 
haus, St. Louis Malleable Casting Co 
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REGIONALS 


(Continued from page 60) 


Warren Pipe Co. of Massachusetts, 
Everett, covered the practical aspects 
of the basic cupola at the ferrous ses 
sion. Emil J. Laufer, Ductile Lron 
Foundry, Bridgeport, Conn., and Fel 
ton C. Perkins, ]r., Henry Perkins Co 
Bridgewater, Mass., presided 

“es hings We Do Not Knou {bout 
the Non-Ferrous Foundry Industry” 
was the subject of William B. George, 
R. Lavin & Sons, Chicago, at the non 
ferrous meeting. He discussed observa 
tions he had made in shops throughout 
the country. Co-chairmen of the meet 
ing were Frank Volpe, Somerville Ma 
chine & Foundry Co., and Fred B 
Duncan, William Duncan Co 


Gating and Risering Discussed 

Gates and risers were described and 
suggested applications given in the 
first day’s concluding technical meet 
ing. Speaker was Pat Dwyer, Penton 
Publishing Co., Cleveland. Co-chair 
men were Charles W. Hutchins, Stand 
ard Foundry, Worcester, Mass., and 
Raymond F. Meader, Whitin Machine 
Works, Whitinsville, Mass 

Some 200 foundrymen attended the 
conference dinner to hear Jim Britt, 
Boston Braves and Yankee Network 
sportscaster. Prof. Howard F. Taylor 
of MIT was chairman with Frederick 
M. Fitzgerald, Draper Corp., Hope 
dale, Mass., as co-chairman. 


Gray Iron Session 

Warren V. Baker, Jr., Draper Corp., 
was the first speaker on October 20. 
He initiated a lively discussion with 
his talk “Cupola Practice with .Mate 
rials Available Today.” Presiding were 
Robert C. Walker, Whitin Machine 
Works, and John Morton, Saco-Lowell 
Shops, Biddeford, Maine. 

J. R. Craig, Linde Air Products Co. 
Div., Union Carbide & Carbon Corp., 
discussed “Welding, Brazing and Cut 
ting of Gray Tron” at the next session. 
He described a temporary preheat oven 
which could be constructed quickly 
around a casting being processed. Wal 
ter M. Saunders, Jr., Providence, was 
co-chairman, along with Frank R 
Elliot, Westinghouse Electric Co 


Core Film Featured 

Henry G. Stenberg, Draper Corp., 
and Howard F. Nye, Crompton & 
Knowles Loom Works, Worcester, 
Mass., with Joseph B. Stazinski, Gen 
eral Electric Co., West Lynn, Mass., 
as chairman, sparked a spirited discus 
sion of sand practice at the after-lunch 
session. 

Final technical session was the pres 
entation of the motion picture, “The 
1-D-M of Cores” by L. P. Robinson, 
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VA. OM... YOU CAN BE S@RE 
OF SLAG-FREE CASTINGS 


Souteripan 


BS cur down on rejects . . . make every 
casting a good one— by using American 
Ceramic Strainer Cores. American Cores 
remain round and uniform during the pour- 
ing operation . . . slag remains on TOP of 
the core. The result? An evenly poured, 
slag-free casting EVERY time. 

American representatives will quote prices 
on any size Strainer Core. 

Write today for samples and descriptive 
literature. 


AMERICAN CLAY FORMING COMPANY 
TIFFIN, OHIO TYLER, TEXAS 
National Sales Representative 
Williston & Company, Delta, Ohio 


MANFACTURERS OF SPECIALIZED REFRACTORIES 
FOR OVER 30 YEARS 











SEMET-SOLVAY 
FOUNDRY COKE 


Are you always sure that your castings will 
have the composition, strength and Brinell re- 
quired by your customers? Users of Semet- 
Solvay Foundry Coke have a wide margin of 
safety to compensate for the unpredictable 
variables which occur even in the best man- 
aged foundries. 


SEMET-SOLVAY DIVISION 
Allied Chemical & Dye Corporation 
CINCINNATI + DETROIT « BUFFALO 

In Canada; SEMET-SOLVAY COMPANY, LTD., TORONTO 











FOUNDRIES 
Enjoy Better KL salts adie using 


: for: 
Immunitas |“, 
BRASS 


Fluxes | so: 


& Coatings | 2" 
INOX COMPOUNDS 


for Iron and Steel Foundries 


ALSO PRODUCERS OF 


Die coatings . . Pot & ladle coatings . . 
Furnace cement .. Welding fluxes. . 
Soldering fluxes .. Metal cleaners 


IMMUNITAS FLUXES 


Secure effective fluxing . . Bring all impurities to surface . . 
Won't absorb moisture from air . . Don’t smoke or fume . . 
Reduce skimmings to powder . . Minimize Metal losses 


ATLANTIC CHEMICALS & METALS CO. 


1921-27 N. KENMORE AVE., CHICAGO 14, ILLINOIS 
Representatives to serve you throughout the U. S. 
Write for Bulletin ‘AF’. 





if) “(VTP AW A 
STLEOA 


for 
Consistent 
Quality 


Sands for synthetic molding 

- cores ... furnace bot- 

toms. All grades washed, 

dried and screened to accu- 

rate sizes. Wide range of grain fineness. 

For sandblasting, foundrymen find Flint 

Shot or Diamond Sandblast Sand efficient 
and economical. 

Sil-Co-Sil, the perfect powdered silica for 

core and facing mixtures, and wash. Available 
in bulk or bags. 
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Foundry Products Div., Archer-Daniels 
Midland Co., Cleveland. Harry W. Im 
pey and Raymond Hunter, Boston, 
presided, 

The 1951 New England Regional 
concluded with the traditional smoker. 


Conference Committees 

In charge of conference arrange 
ments were the following committec 
members: chairman, Thomas I. Curtin, 
Jr.; vice-chairman, Robert C. Walker; 
program chairman, Fred Holway, Mys 
tic Iron Works, Boston; Frederick M. 
Fitzgerald; Raymond Hunter; Harry 
W. Impey; Raymond F. Meader; Jack 
Orrok, Debevoise-Anderson Co., Bos 
ton; Gordon Paul, Brown & Sharpe 
Mig. Co.; Ernest F. Stockwell, Barbour 
Stockwell Co., Cambridge, Mass.; Louis 
G. Tarantino, Niagara Falls Smelting 
& Refining Co., New Haven, Conn 
Prof. Howard F. Taylor; and A. S. 
Wright, Springfield Facing Co., Spring 
field, Mass. 

Registration and Reception Com 
mittee were headed by C. A. Wyatt, 
Debevoise-Anderson Co., chairman, 
and Herbert H. Klein, Klein-Farris 


Co., Inc., Boston, treasurer 


LETTERS 


(Continued from Page 66 


of irons very high in sulphur content 
This can best be shown by increasing the 
sulphur in successive samples until white 
iron is obtained. In the samples just be 
fore the castings are all white, some gra 
phite spherulites are found. This may be 
accomplished similarly with  tellurium 
selenium, and bismuth 

The graphite spherulites found in an 
nealed high sulphur white-heart malleable 
irons are even more difficult of explana 
tion. If spherulites always nucleate in the 
melt, we must in this case, postulate that 
nuclei of spherulites are present in the 
as-cast white iron 

We have long felt that, in some manner 
the ubiquitous manganese sulphide is a 
causative factor in flake graphite forma 
tion. When we eliminate or tie up all 
the sulphur with either Ce, Mg, Ca, Ba 
Sr, et al., we of course eliminate MnS and 
graphite occurs as nodules instead of 
flakes. When we add sulphur enough to 
form considerable FeS, presumably the 
MnS is dissolved or otherwise rendered 
ineflective, and again graphite spherulites 
can form. Tellurides and selenides may be 
presumed to dissolve MnS similarly. It is 
not clear how the presence or absence of 
MnsS can change the wetting characteristics 
of the metal to graphite but conceivably 
there may be a connection 

It is to be hoped that eventually a 
unified mechanism for the occurrences of 
graphite spherulites in iron will be un 
derstood. The MIT authors have made a 
definite contribution to that end 


C. K. Donono, Chief Met 
American Cast Iron Pipe Co 
Birmingham, Ala 
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First 
Complete 
Reference 
Book 

for 
Cupola 


tion in all its 


tables 
index 


$6.00 





Operations 


First Edition — cloth bound . . . 
188 graphs and illustrations os ae 
extensive bibliographies and 


RROW 
IPPING 
HISELS 


Are made from the 
finest quality alloy 
tool steel obtainable 
To give you longer 
service in actual 
foundry use all Arrow 
tools have machined 
shanks. 


Arrow tools have a 
plus quality not found 
in other tools and hun- 
dreds of foundries from 
Coast to Coast have 
standardized on them 
because they give you 
longer service 


Remember ‘the name 
ARROW when you 
buy chisels. 


ARROW TOOLS INC. 
1904 S. KOSTNER AVE., 
CHICAGO 23, ILL 


CUPOLA 
OPERATIONS 
HANDBOOK 


Complete reference book on Cupola Opera- 


phases. A total of 128 out- 


standing foundry metallurgists and cupola 
operators contributed to text 


Highlights include: Operation of the Cupola, 
The Refractory 
and Blast Contro! Equipment, Forehearth and 
Receiving Ladies,,Biast Conditioning, Classifi 
cation of Scrap fer Cupola Mixtures, Foundry 
Coke, Cupola Slags, Fluxes and Fiuxing, and 
Fundamental Thermo-Chemical Principles Ap 
plicable to Cupola Operation. 


Lining, Blowing Equipment 


468 pages 


A.F.S. Member Price 


$10.00 Non-Member Price 


AMERICAN FOUNDRYMEN’S SOCIETY 
616 S. Michigan Ave. 


Chicago 5, Ill. 
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COMMITTEES 


Continued from Page 61 
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panel made up of experts concerned with 
varying aspects of shell molding. Chai: 
man will be the Sand Division's R. H 
Key Co., East St. Louis, Il 


Iwo other sessions, to be held by the 


Jacoby 
Sand Shop Course Committee on May 5 
and 6, will cover “Use of High Density 
Molding Materials in the Foundry” and 
Household Hints and Tips,” 
Speakers and panel members will be ap 


respectively 


pointed at a later date 

Attending the Sand Shop Course Com 
mittee meeting, which was held October 
29 at the A.F.S. National Office, Chicago 
Chairman R. H. Jacoby, Key Co., 
East St. Louis, IL; F. R. Mason, Riley 
Stoker Corp., Detroit; H. W. Meyer, Gen 
eral Steel Castings Corp., Granite City 
1il.; R. H. Olmsted, Whitehead Bros. Co 
New York; Division Chairman Clyde A 
Chicago; 


were 


Sanders, American Colloid Co 
and A.F.S Assistant Jos. FE 
Foster 


Technical 


Chicago Chapter Educational, 
Lecture Course Committees 

‘Scnoot FoR Mevrinc” will be held by 
the A.F.S. Chicago Chapter this spring, it 
joint meeting of the 
Chapter’s Educational and Lecture Course 
Committees, held November 12 at the Chi 


was decided at a 


cago Bar Association 
The School will be divided into three 
Steel, Gray Iron, Mal 


leable and Non-Ferrous foundrymen 


sessions each for 


Opening sessions will be on March 10 
17 and 24 and will deal with Steel melt 
Clyde 


Gray 


ing. Session Chairman will be 
Wyman, Burnside Steel Foundry Co 
Iron course, with Harold G. Haines, How 
ard Foundry Co., as chairman, will be on 
March 11, I8 and 25; Malleable 
Cecil F. Semrau, Ilinois Malleable lron 

, as chairman, will be on March 12, 19 


with 


and 26; and Non-Ferrous, under the chair 
manship of Fred Riddell, H. Kramer & 
Co., will be held March 13, 20 and, if 
necessary, 27 

Sessions will begin promptly at 6:30 p.m 
and end at 9:30 p.m. Meeting place of the 
Chicago Chapter’s School for Melting will 
be at the University of Illinois, Navy Pier 
Branch, Chicago 


A.F.S. Committee Personnel 
Roster Available 

NEWLY PUBLISHED and distributed is the 
1951-52 Rosrer or A.F.S. National Com 
MITTEE PERSONNEL. Copies have already 
been mailed to all committee members, 
\.F.S. National Officers and Directors, and 
to Company and Sustaining Members 

As in past years, the Roster consists of 
A.F.S. technical 
complete listings of all committee person 
Divisional then 
alphabetically; information on committee 


a résumé of activities 


nel—first by interest, 
selection and administration; and a sec 
tion on suggested rules for committee pro 
cedure. Additional copies are available to 
interested members and organizations free 
of charge by writing A.F.S. Technical 
Director 8. C. Massari, A.F.S. National Of 
fice, 616 South Michigan Ave., Chicago 5 


Sponsored by the American 
Foundrymen’s Society 


FOUNDRY 
WORK 


By EDWIN W. DOE, 
Brooklyn Technical High School 


A careful, compact study of equip- 
ment, patterns and processes 

Long experience by the author, 
plus the knowledge and training 
of many members of the Ameri- 
can Foundrymen’s Society, make 
this new book an interesting and 
authoritative treatment of the basic 
steps in foundry practice 


CONTENTS: 

1 The Foundry Industry 
Early history. Modern foundries 
Value of foundry products w mod 
ern industry 
Fundamental Foundry Processes 
Molding Coremaking Melung 
Pouring. Cleaning and finishing 
castings 
Foundry Tools and Equipment 
Hand tools Mechanical tools 
Flasks 
Patterns 
Flat-back patterns. Patterns with 
irregular parting. Split patterns 
Gated patterns. Matchplate patterns 
Sand Molding 
Green sand molding Fxercises 
Floor molding. Exercises. Machine 
molding. Dry sand molding. Loam 
molding. Centrifugal casting 
Baked Sand Cores 
Hand coremaking 
chine-made cores 
Melting and Pouring Metals and 
Alloys 
Gray Iron: Cupola furnace; Ele 
tric furnace Air furnace. Steel 
Open-hearth furnace Converter 
Electric furnaces. Nonferrous met 
als: Cructble furnace; Reverbera 
tory furnace; Electric furnaces 
Cleaning and Finishing Castings 
Hand cleaning. Mechanical clean 
ing: Tumbling barrel; Sand blast 
ing; Airless blast cleaning. Chem 
ical cleaning. Auxiliary tools used 
in finishing. Inspection. Heat treat 
ment of castings 
Occupational Advantages in the 
Foundry 

Glossary of Foundry Terms 


109 pages 


Mail coupon now for 1C-day free exami 
—_——_ a a -_ = eo oe ee eo 


APPROVAL COUPON 
JOHN WILEY & SONS INC., Dept. AF-951 
440 Fourth Ave., New York 16, N. Y. 

On 10 days’ approval, send Doe's Foundry 
Work. I will remit $1.76 plus postage, or 
return book postpaid 

( Offer not valid outside U. S 

Name 

Address 

City, Zone, State 

Employed by 

SAVE POSTAGI We pay postage if you 
enclose $1.76. Money back on same return t 
privilege 

Se ueae ee ae ae ee eee ee 
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Grindle Corporation, 16231 Turner Ave., 
Markham, IIL, a new consolidation of 
Foundry Service & Equipment Corp. and 
Air Purification Corp., will design, develop 
and manufacture foundry melting, heat 
treating and stack gas cleaning equipment 
Heading the new organization as presi 
dent is Aubrey J. Grindle, until recently 
Chief, Foundry Equipment & Supply Sec 
tion, NPA. Vice-president and chief engi 
neer is Judson H. Gougler, formerly with 
O. J. Boynton Co., Chicago. Secretary 
Treasurer is Charles H. Vennetti, formerly 
of Whiting Corp., Harvey, Ill. Messrs 
Grindle, Gougler and Vennetti will com 
prise Grindle Corp.'s Board of Directors 


Union Malleable Iron Works of Deere & 
Co., Moline, IL., has been re-named John 
Deere Malleable Works effective Novem 
ber 1. There is no change in personnel or 


policy. 


Superior Foundry, Inc., Cleveland, com 
pletely rebuilt its plant in just 4 weeks 
On June 28, eighty tons of gray iron cast 
ings were poured in the old wooden 
building; on July 30, full production was 
resumed in the new steel, concrete, and 
glass structure. This change will double 
the foundry’s ability to produce heavier 
types of castings 


Millmaster Chemical Corp. changed its~ 


name to Berkshire Chemicals, Inc., on 
Nov. 15. Management personnel will re 


Proudly escorting Britain's 
Prince Philip’s recent tour of Canada is Mayor Fred Childs of Woodstock, 
Ont., who has a record of 51 years service in the foundry industry and 
has been with Eureka Foundry & Mfg. Co., Woodstock for the last 33 years. 
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main essentially as before, and the firm 
will occupy the same offices in New York 
It will continue to act as exclusive sales 
agents for F. W. Berk & Co. Inc., for the 
sale of zircon sand, ores, and industrial 


chemicals. 


Stockham Valves & Fittings, Birming 
ham, Ala., is installing a $55,000 briquet 
ting system for compressing its 350 to 400 
tons of borings made each month for re 
use. The new machinery will take the 
loose, wet borings, dry them, then form 
them into a hard, dense briquette, ready 
for the cupola charge. Equipment in 
cludes a revolving drum dryer, a contin 
uous bucket elevator, and a large horizon 
tal press. Briquettes will measure 414 in 
diameter and 3 in. high, with a weight 
of about Il Ib 


Alloys & Products Inc., New York, an 
nounced a change in management Nov. | 
Principals in the reorganization were Hen 
ry Hecht, elected president, and Andrew 
FE. St. John, elected vice-president and 
treasure Mr. Hecht has been in the 
metals industry for 56 years and is one of 
the founders of the original company. Mr 
St. John has been affiliated with the non 
ferrous smelting industry for 26 years and 
was previously connected with Federated 
Metals Div., American Smelting & Refin 
ing Co., and Barth Smelting Corp. Alloys 
& Products specializes in the manufacture 
of master alloys and hardeners and metals 


Elizabeth on the Princess’ and 


in shot form, with a line of aluminum and 
copper-base ingot for foundry use con 
templated for the future 


National Alloy Steel Div. of Blaw-Knox 
Co. is enlarging and re-arranging its plant 
facilities to provide 25 per cent increase 
in capacity. Involved is extension of the 
main foundry building, installation of ad 
and improved shop 


this di 


ditional equipment 
layout. Located at Blawnox, Pa 
vision specializes in the production of al 
loy and high alloy steel castings for serv 
ice under unusual conditions of abrasion 


corrosion, and high temperature 


Tousey Varnish Co., Chicago, recently 
doubled the capacity of its Development 
and Research Divisions. New laboratory 
accupes a 20 x 60 ft floor area 


American Air Filter Co., Inc., Louisville 
Ky., announces that after Jan. 1, 1952, its 
Canadian business will be handled by 
American r Filter of Canada, Ltd., Mon 
treal, Que. William G. Hole, formerly of 
Darling Bros., Ltd., will be in charge of 
all Canadian operations. Representatives 
will handle the AAF line of air filters, 
electronic precipitators, and dust collec 


tors 


U. S. Pipe & Foundry Company's D« 
coto, Calif., plant began operations early 
in November This marks the first time 
that cast iron pressure pipe has been cast 
centrifugally in metal molds on a pro 
duction basis in any of the west coast 
states. Straight-line flow of production 
prevails from receipt of raw materials to 
shipment of finished products. Pipe in 
diameters from 4 to 12 in. will be cast; 
however, provision has been made for fu 
ture expansion and development. Resident 
manager is Clifford R. Tinsley 


Keokuk Electro-Metals Co.. Keokuk 
Iowa, will celebrate its 36th year in a new 
office building, just completed 


Federated Metals Div., American Smelt- 
ing & Refining Co., held a superintend 
ent’s meeting at New York’s Hotel Statlet 
in October. Manufacturing techniques and 
quality control standards pertaining to 
brass, bronze, aluminum, magnesium, and 
other non-ferrous metals were on the 
agenda. Meeting was presided over by 
John A. West, manager of technical oper 
ations for the company 


Foundry Services (Canada) Ltd., To 
ronto, Ont., which has been importing its 
products from the parent company in 
England, will establish its own manufac 
turing plant in Ontario. Site (in Guelph) 
has already been chosen, and it is expected 
that the Guelph factory will be ready for 
production early in 1952. Plant will con 
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FUTURE MEETINGS & EXHIBITS | 





e@ Dec. 15—AFS Central New York Chap- 
ter, Hotel Onondaga, Syracuse, N. Y 
Annual Christmas Party 

e@ Dec. 18—AFS Eastern New York Chap- 
ter, Circle Inn, Lathams, N. Y., Christ 
mas Party 

e@ Dec. 2I—AFS Chesapeake Chapter, En 
gineers’ Club, Baltimore, D. W. Gun 
ther, Westinghouse Electric Co., “Pro 
duction Foundry Methods.” 

e Jan. 3—AFS Canton District Chapter, 
Elks’ Club, Canton, Ohio, “Stump the 
Experts” Night 

e Jan. 7—AFS Metropolitan Chapter, Fs 
sex House, Newark, N. J., Howard } 
Taylor, Mass. Institute of Technology 
“Gating & Risering.” 

e@ Jan 7—AFS Central Illinois Chapter, 
American Legion Home, Peoria, H. M 
St. John, Crane Co 
Foundry Practice.” 

e Jan. 7—AFS Chicago Chapter, Chicago 
Bar Association, Round Table Meeting 
and film, “General Safety in the Shop.’ 

e@ Jan 8—AFS Rochester Chapter, Seneca 
Hotel, Columbus, Ohio, T. J. Stanton 
Induction Heating Corp Dielectric 
Core Baking.” 

e Jan. 8—AFS Northern Illinois & South- 
ern Wisconsin Chapter, Faust Hotel 
Rockford. Chester V. Nass, Beardsley 
& Piper Co., “Foundry Equipment.’ 

e Jan.. 8—AFS Twin City Chapter, Cov 
ered Wagon, 


Non-Ferrous 


Minneapolis. Zigmund 
Madacey, Caterpillar Tractor Co., “Core 
Blowing.” 

e Jan. 10—AFS Northeastern Ohio Chap- 
ter, Upton Close, news analyst 

e@ Jan. 10—AFS St. Louis District Chapter, 
York Hotel, St. Louis. A. Evans, Inter 
national Harvester Co., “Quality Con 
trol.” 

e@ Jan. 11I—AFS Southern California Chap- 
ter, Rodger Young Auditorium, Los An 
geles. Wm. Romanoff, H. Kramer & Co 
Brass and Bronze Foundry Practice.’ 

e Jan. 1I—AFS Eastern Canada Chapter, 
Mount Royal Hotel, Montreal. Film 
“The A-D-M of Cores.” 

e Jan. 12—AFS Chesapeake Chapter. An 
nual Oyster Roast 

e@ Jan. 14—AFS Michiana Chapter, Indi 
ana Club, South Bend, Ind. R. Pring 
American Wheelabrator & Equipment 
Co., “Fume & Dust Control.” 

e Jan. 14—AFS Central Ohio Chapter. 
Chittenden Hotel, Ohio 
Harry Gravelin, Ford Motor Company 
‘Iron Ore to Motive Power.” 

e Jan. 14—AFS Cincinnati District Chap- 
ter, Engineering Society, Cincinnati. (¢ 
E. Westover, Westover Engineers, “Mod 
ernization for the Small Foundry 

Jan. 14-17—Plant Maintenance Conference 
& Show, Convention Hall, Philadelphia 

e Jan. 15—AFS Eastern New York Chap- 
ter Circle Inn, Lathams, N. Y. R. I 
Mcllvaine, National Engineering Co 
“Foundry Layouts & Maintenance.” 

e Jan. 16—AFS Oregon Chapter, Heath 
man Hotel, Portland. William Roman 
off, H. Kramer & Co., Chicago, “Brass 
and Bronze Foundry Practice.” 

Jan. 18—Malleable Founders’ Society, 
Cleveland, Annual Meeting 

e Jan. 18—AFS Texas Chapter, Western 


Columbus 
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Hills Hotel, Fort Worth. L. S. Beinke 

Plaster Process Casting Co 

and Plastic Pressure Plates.’ 
Jan. 18—Malleable Founders’ Society, 

Semi-Annual Meeting, Cleveland 
e Jan. 2I—AFS Quad City Chapter, Fi 

Armstrong Hotel, Rock Island, Ill. H 

K. Briggs, Miller & Co., “Cupola Prac 

tice.’ 

Jan. 25—AFS Tennessee Chapter, Hotel 

Patten, Chattanooga. F. S. Brewster 

Harry W. Dietert Co., “Foundry Sands.” 

Jan. 26—AFS Western New York Chap- 

ter, Sheraton Hotel, Buffalo 

Night 

Feb. 1—AFS Western New York Chap- 

ter, Harry Kessler, Sorbo-Mat Process 

Engineers, “Gating and Risering.” 

Feb. 4—AFS Chicago Chapter, Chicago 

Bar Association, Wm. T. Bean, Jr., De 

troit, “Good Casting Design—On Pur 

pose,” and Ralph L. Lee, General Mo 
tors, “People As They Come and Are.” 

Feb. 5—AFS Rochester Chapter, Hotel 

Seneca, Rochester, N. Y., Wesley (€ 

Stott, A. P. Green Firebrick Co., “Re 

fractory Materials for the Foundry.’ 

Feb. 7-8—AFS Wisconsin Regional 

Foundry Conference, Schroeder Hotel, 

Milwaukee, sponsored by the AFS Wis 

consin Chapter and U. of Wisconsin 

Feb. 8—AFS Southern California Chap- 

ter, Rodger Young Auditorium, Los 

Angeles. Clyde A. Sanders, American 

Colloid Co., “Foundry Sands.” 

Feb. 11I—AFS Michiana Chapter, Indi 
South Bend, Ind. Harry 
Gravelin, Ford Motor Co., talk and 
film Iron Ore to Motive Power.” 
Feb. 12—AFS Twin City Chapter, Cov 
ered Wagon, Minneapolis, Richard Her 
old, Foundry Products Dept., The 
Borden Co., “Shell Molding.” 

Feb. 14—AFS Northeastern Ohio Chap- 
ter, “Pattern and Foundry Engineering.” 
Feb. 15—AFS Texas Chapter, Ben Milam 
Hotel, Houston, Texas. Tom Barlow, 
Eastern Clay Products, Inc 
Defects as Related to Foundry Sand.” 
Feb. 21-22—AFS Southeastern Regional 
Foundry Conference, Tutwiler Hotel, 
Birmingham, Ala 


‘Aluminum 


Ladies 


ana Club 


“Casting 


sponsored by the 
AFS Birmingham District and Tennes 
see Chapters and University of Alabama 
Student Chapter. 

Feb. 25-26—Materials Handling Confer- 
ence, Purdue University 

March 3-7—American Society for Testing 
Materials, Spring Meeting, Cleveland 

@ May 1-7—AFS International Foundry 
Congress & Show, Atlantic City, N. J 

May 22-24—American Society for Quality 
Control, Syracuse N. Y., Convention 

June 16-17—Malleable Founders’ Society, 
Annual Meeting, Homestead, Hot 
Springs, Va 

June 23-27—American Society for Testing 
Materials, Annual Meeting, New York 

Sept. 8-12—Instrument Society of Ameri- 
ca, Cleveland, National Instrument Con 
ference and Exhibit 

Oct. 16-17—Gray lron Founders’ Society, 
Annual Meeting, Cleveland 

Oct. 16-18—Foundry Equipment Manufac- 
turers’ Association, The Greenbricr 
White Sulphur Springs, W. Va 





e Your grinding wheel costs may be reduced 
in two ways: 1, by making certain that the 
wheels you use are the best and most suitable 
for the job; and, 2, by making sure that 
wheel waste caused by machine vibration is 
kept to a minimum 


e@ Your supplier will help you find the right 
wheel for each job. The more accurate the 
selection, the more production, and—assum - 
ing also the right wheel speed—the lower the 
wheel cost per job or per pound of metal 
removal. 


@ There's little to be gained, however, from 
saving at the spiggot and wasting at the 
bunghole: the men of the laboratories, be- 
hind the man who is selling you the wheels, 
have determined that rough wheel rotation 
—as prevails with a light machine spindle 
whip or poorly fitted bearings—will cause as 
much as 40% increase in rate of wheel wear, 
no matter how suitable the wheel for the 
job. Obviously, then—for maximum wheel 
economy—you should employ the combination 
of the right wheels on well-designed, well- 
supported, smoothly rotating spindles 


@ Only a very small percentage of a single 
year’s snagging wheel expenditures will pay 
the difference between the price of a Marschke 
Grinder and the price of a less carefully 
designed, lighter machine . a difference 
which the Marschke quickly earns for you 
-in savings on wheel costs. Consider, too 
that the dependability of a Marschke assures 
a repetition of these earnings each year dur- 
ing many years of uninterrupted service 


Marschke Floor Stand Grinder. Double 
end spindle for two 24” x 4” wheels 
driven by one 15 HP motor end vari- 
able speed drive. 


@ Marschke models of design similar to the 
above are available with 5 to 40 HP motors 
Various sizes of two-spindle Floor Stands 
with two independently operated motors- 
all with choice of single, multi- or vari-speed 
drives—and a complete selection of Swing 
Frames are included in the Marschke line 
There is a Marschke Grinder to fit most any 
foundry condition and requirement. 


e@ If you are using Marschke Grinders, you 
know their value. If you 

are not using Saseshines, 

let us tell you more about 

them 


Vonnecurt 


MOULDER CORPORATION 


1867 MADISON AVE., INDIANAPOLIS 25, IND. 


9] 





CHICAGO 


Infernal Grinding 


MANUFACTURED 


pid [ively 


Chicago Internal Grinding Wheels 
produce better finishes with no 
sacrifice of wheel life or cutting 
action. They're your best buy be- 
cause — they're “tailor made” to 
your particular specifications and 
on their way to you within hours 
after you order. 


Better Wheels... Faster 


Chicago Wheel’s advanced pro- 
duction technique assures you per- 
fectly balanced Internal Grinding 
Wheels to meet today’s rigid fin- 
ishing requirements. Faster deliv- 
eries, too .. . and for special jobs, 
overnight service is available. 
WRITE TODAY for full details on 
all Chicago Wheel products . . . 
and free sample Chicago Internal 
Grinding Wheel. 


Dept. AF + 1101 West Monree St. 
Chicago 7, Illinois 


FIRM FACTS 
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tain a fully equipped metallurgical lab 
oratory in addition to its manufacturing 
facilities 


Vanadium Corporation of America las 

from Hetzer Mines, Inc., the lat 
tungsten mill at Nederland, Colo 
Capacity of the mill will be immediately 
enlarged in order to process locally pur 
chased ore. 


leased 
ter’s 


Foote Mineral Co., Philadelphia, has 
bought the plant and holdings of Solvay 
Process Div., Allied Chemicals & Dye 
Corp., Kings Mountain, N.C. This addi 
Foote control of the largest 
known source of lithium-bearing ores in 
hemisphere. Plans are al 
ready under way for considerable expan 
sion will lead 
tin, feldspar, and mica 


tion gives 


the western 


which to the recovery of 


American Brake Shoe Co., New York 
has two new plants under construction 
One, a foundry at Medina, N. Y., will 
make parts for jet aircraft engines. The 
other is a brake shoe plant at Pomona 
Calif. Plans are also under way for the 
construction of a second plant at Pomona 
to produce forgings for the west coast 


American Lava Corp., Chattanooga, 
Tenn., last month appointed John A 
Green Co., Dallas, Texas, as its sales and 
technical representative for Texas, Okla 
homa, and Arkansas 


American Diamond Saw Sales, Portland 
Ore., is now marketing its drum sanders 
through Carborundum Co. and the dis 
tributors of Carborundum abra 
sive products 


coated 


Perkins Glue Co. recently began opera 
tions at its Shawano, Wis., distribution 
point. Although packaged glue is stocked, 
the principal advantage of the new plant 
lies in accelerated delivery of bulk resin 
glue to foundries and pattern shops 


Durex Abrasives Ltd. of Birmingham 
England, has become Minnesota Mining 
& Manufacturing Co Ltd. Change is in 
name only, grades and distributive ar 


rangements remaining the same 


Steel Castings 
Near All-Time High 


PRODUCTION OF STEEL CASTINGS to meet 
expanding defense requirements is neat 
ing an all-time high, according to F. Ker 
mit Donaldson, executive vice-president 
speaking at the Steel Founders’ Society of 
America’s Annual Meeting, held Septem 
ber 25 at Hot Springs, Va. 

The industry is rapidly approaching its 
1944 level, when 2,445,421 
steel castings were’ produced. Currently 
steel foundries are operating at more than 
150 per cent of 1950's production and are 


record tons of 


producing at a rate in excess of 2,200,000 
tons annually, according to official U. § 
Bureau of Census figures 





“OLIVER” 


WOOD TURNING 


for pattern shops 


This accurate, easy-operating “Oliver 
Pattern Lathe features a new princi- 
ple: the stationary plate carries per 
manently contact plugs which are 
fastened to all motor wires. All power 
is shut off from the controller while 
the handwheel locates the sliding 
plate at any one of the four speeds 
desired. Made in three sizes to swing 
16, 20 and 24 inches. Write for 
Bulletin No. 25 


OLIVER MACHINERY CO. 


GRAND RAPIDS 2, MICH. 


1, The finest quality Match- 
plates ever produced in our 
history! 


Fast delivery of erdinary 
plates in from 4 to 6 days! 


At prices only slightly higher 
than 12 years age! 


“SCIENTIFIC 


CAST PRODUCTS Gre 


1388 92 EAST 40th STREET 


Cleve ANDO 
27520 WEST 
CHICAGO 17, tit 


LAKt 
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NEW PRODUCTS 


Continued from page 81) 


machine tools, hoists, cranes, elevators, etc : 
Design features: brake has no solenoids o1 L\ as, 
mechanical linkages; high thermal ratings; 
unnecessary to dismantle brake or disturb ee, we N 
LP CU 
, XIN VY NK) KY 


ANNUAL RINGS 


Each Represents a Year 
of Experience With the Lumber 
Needs of Foundries and Pattern Shops 


ddd it Ao 


( 


@ You CAN'T fool around with indifferent lumber in 
@ pattern shop or a foundry. We hove studied the 
lumber requirements for foundries and pattern 
shops for almost a century, this knowledge and 
experience is NOT for sale: we pass it on to 

our customers as part of our service. 


COMPLETE STOCKS on hand include gen- 
: o vine Northern White Pine, California 
j * Ry f Sugar Pine, Norway Pine, Honduras 
. Mahogany, all kiln dried, super 
thickness, rough or dressed. 


torque setting in mounting; manual re 
lease enables operator to disengage brake; 
mechanism automatically resets itself, re 
storing unit to operating condition when 
power is applied. Safety features: operator 

| 


cannot adjust torque beyond releasing 
ability of magnet. Housing shell shrouds 
S S DELIVERIES 


rotating discs, permitting safe adjustments = a aearenmne 
while unit is in operation. Dings Magnetic L Unthe gett OM Pal Ne matter where you ore lo 
: i“ coted, we con ship yeu as little 


Separator Co. 
N. Central Park Ave os 100 feet or as much as a 
corlood of excellent flask or 
4 > 47 LL 
CHICAGO 4 LLINOIS pattern lumber. Address inquiry 


Open Hearth Optical Pyrometer 
- to Dept. AF. 


7—Optical pyrometer is designed for 
taking temperature readings within the 
limited ranges required for molten ferrous 
metals. Reading scale, lengthened more 
than 40 per cent, covers only the critical 


portion of the range required. As a result 


standard temperature scale for black body MANUFACTURERS OF 

conditions permits coverage from 2200 to LUBRICATING & SPECIALTY 

3000 F. Additional scale in red, corrected PRODUCTS FOR 63 YEARS 
* 


for emmisivity of molten iron, steel, monel 


etc., reads from 2400 F to 3300 F. Both 1640 W. CARROLL, CHICAGO, ILLINOIS 
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FREE up your 

pattern, with a 

tyre"sa” Cleveland Type 

SA air vibrator, to assure 
easy draw. 


| f FREE up your 


plugged sand in 

typee"s” bins, chutes, 
screens and hoppers, with a 
Cleveland Type F air vibrator. 


ad 
FREE that sticky & a 


condition at the 

shakeout, with a 
Cleveland Type TYPE “LSH” 
LSH hook type vibrator, 


Rcusail 


FREE production 
dividends, with 
the Cleveland 0 am0 
Type C air vibra- TYPE "Cc" 
tor on molding machines. Fast, 
easy pattern draw. 


FREE time, free materials, 
and freedom from worry are 
direct results of using any 
Cleveland air vibrator. 


Write for full details. 


IBRATOR 


COMPANY 


2787 Clinton Ave. » Cleveland 13, Ohio 


94 





scales are subdivided into wide 10 degree 
divisions so that temperature readings can 
be made within a very few degrees. Black 
scale measures temperatures of ovens, ful 
naces, fire boxes, etc. Red scale permits 
direct and practically instantaneous read 
ings of spout, pouring and ladle tempera 
tures of molten iron, steel, monel and 
other ferrous alloys. Unit is self-contained 
direct-reading, and weighs only 314 Ib 
Pyrometer Instrument Co., Inc 


Shell Tensile Core Box 
8—No. 362 Shell Molding Accessory is 
a core box that makes three tensile cores 
\4-in. thick, which may be inserted in a 
laboratory core oven for curing. Cores are 


ee eee 


then tested in the Dietert Universal Sand 
Strength Machine, using the No. 10 Core 
Tensile Accessory. Unit is designed for 
accurate measurement of the variables of 
sand, binder ratio and curing cycle that 
affect strength of the mold shell. Harry 
W. Dietert Co 


Barrel Plating Machine 


9—Stevens “Super E” barrel plating and 
processing machine enables one opera 
tor to process 16,000 Ib in eight hours and 
can be used for cleaning. pickling, plating 


and drying, automatically unloading proc 
essed parts. A larger version of the Stevens 
Model “C” the “E” 
ment the smaller machine in installations 
requiring large volume processing of bulky 
Basically, the 
tinuous rotating barrel-type machine that 


is designed to supple 


parts machine is a con 
can be used for practically any metal fin 
ishing process. Low cost per piece or pound 
is immediately evidenced, according to 
manufacturer. Frederic B. Stevens, Ince 


Emergency Showers 

10—Designed to remove dangerous acids 
chemicals and other contaminants from 
the body and clothing in the shortest 
possible time are three models of Logan 
emergency showers. These showers have 
removed all contaminants from the body 
in less than 15 seconds in actual tests 
accomplishing this by directing pressurized 
water sprays from above and below. Shower 
can be entered from two sides and is in 


This match plate 
solved a nuisance 


job... SAVED 
400% 
TAMASTONE 


THE PERFECT PATTERN COMPOUND 


Write! Learn 
how Tamastone can save 
in your plant 


Tamms Industries, Inc. 


278 N. La Salle St., Chicago 1, Ill. 


a 


yor SILICON IR On, 





T. M. Reg 


SILVERY 
A 
BLAST FURNACE 
PRODUCT , 











Metallurgically PURE 
Physically Clean 
and Uniform 


The choice of foundrymen 
who demand the best 


tHe JACKSON 


IRON & STEEL CO. 
JACKSON OHIO 
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Stantly activated by slightest pressure on 


# gate that swings in two ditections, lea MODERN FOUNDRY AND REAL ESTATE 


ing user's hands free. Model 5010 is for 
maximum exposure 5026 for medium 

and 5040 for minimum. Logan Emergency Oo R 7 A L E 
Showers, Inc 
This Modern Cast Steel & Semi-Steel Foundry is capable of handling individual 
Sheet Metal Saw castings from fifty pounds to ten tons. Daily pouring capacity forty tons. New 
equipment totaling $250,000 installed in 1946. Excellent foundry labor available 
Real Estate includes approx. 60,000 sq. ft. in one-story brick building. Real Estate 
can be divided to suit purchaser. Overhead Traveling Cranes available throughout 

PLANT LOCATED IN OTTUMWA, IOWA 
For Details-—WRITE—WIRE—PHONE 


INDUSTRIAL PLANTS CORPORATION 
AUCTIONEERS * APPRAISERS * LIQUIDATORS 
90 W. Broadway, New York 7, N. Y. + BArclay 7-4185 
CHICAGO * TOLEDO * DETROIT 


11—Sheet metal saw designed for pro 
duction work in metalworking and pattern 
shops features smooth, powerful chain 
drive gear that eliminates blade chatter 
and allows full power at slow speeds for 








An A.F.S. Publication... 
Recommended Practices for NON-FERROUS ALLOYS 


afesenasion, contained in Rey important A.F.S Some of the VALUABLE 
publication has been compiled by the Recommend- : : 
ed Practices Committee of the A.F.S. Brass and INFORMATION in this book . . . 
Bronze Division, and the Committees on Sand ) Molding Practice . . . Finishing Prac- 
Casting of the A.F.S. Aluminum and Magnesium tice .. . Melting and Pouring . . . Heat 
Division. A book that provides non-ferrous found Treatment . .. Causes and Remedies of 
yor “—_ aoomreae. up-to-date data sae ie pro- Defects ... Properties and Applications 
duction of practically any non-ferrous alloy cast- ; 

ing, and enables them to check present production For the following alloys: 
practices against accepted standards and wide ex @ Leaded Red and Leaded Semi-Red 
perience. An indispensable reference work wher Brasses. @ Leaded Yellow Brass. 
ever non-ferrous metals are cast . compiled by @ High-Strength Yellow Brass and 
many leading foundrymen and metallurgists. Con- 
tains 159 pages, 42 tables, 35 illustrations; cloth 


bound 
$ #).25 to A.F.S. 





and Bronze Alloys (Silicon Bronze). 


Members e@ Aluminum Bronze. e Aluminum- 
ORDER YOUR COPIES PROMPTLY! { Rise, Alloys. © Magnesium-Base 


cleaner, faster cutting of iron and steel 








castings. Speed range from 125 to 2200 








fpm gives quick selection of correct blade 
speed. Unit takes blades up to 14-in. width 
Extra-depth cut of 834-in. is especially 
adaptable to finished castings. Table size 
20 x 22 in. Overall depth: 34 in. Overall 
height: 34 in. Bett-Marr Mfg. Co 














STATEMENT OF 
OWNERSHIP 


Statement of the ownership, management, cit 
culation, et required by the Act of Congiess 
of August 24, 1912, as amended by the Acts of 
March 3, 1933, and July 2, 1946 (Title 39 
United States Code, Section 233), of AMERI 
CAN FOUNDRYMAN, American Foundrymen’s 
Society, published monthly at Chicago, UL, for 
October 1, 1951. 1—The names and addresses 
of the publisher, editor, managing editor, and 
business manager are Publisher America” 
Foundrymen’s Society, Inc., 616 S$. Michigan 
Ave., Chicago, Ill; Editor, Herbert F. Scobie 
616 S. Michigan Ave., Chicago, Il.; Managing 
Editor, none; Business Manager, William W 
Maloney, 616 S. Michigan Ave Chicago, Ill 
2—The owner is American Foundrymen's So 
ciety, Inc organized not for profit, without 
stock. Principal Officers: President, Walter 
Seelbach, Superior Foundry, Inc., Cleveland 
Vice-President, I. R. Wagner, Electric Steel Cast 
ing Co., Indianapolis, Ind.; Secretary-Treasurer 
Wm. W. Maloney, Chicago, Ill. 3—The known Removes sand and shot quickly 
bondholders, mortgagees, and other security hold from even the most intricate castings 
ers owning - —ae 1 per cent or aes of total — without danger of compressed air 
amount of bonds, mortgages, or other securities ; af 
are: none. 4—Paragraphs 2 and 3 include, in blowing. Fewer cut-eye cases A cleaner plant — fewer re 
cases where the cocneties or security holder jects —higher worker morale Cleans overhead areas as well 
appears upon the books of the company as trustee - 
ry ode, other fiduciary tar Ho sey the name of as floors, gangways, pattern shops tast, thoroughly a 
the person or corporation for whom such trustee duty portables and stationary systems to fitevery plant re- 
is acting; also the statements in the two para quirement. Write for literature and FREE Survey 
graphs show the affiants full knowledge and be 
lief as to the circumstances and conditions under 


which stockholders and security holders who do M A C H l N E R Y 
not appear upon the books of the company as 
trustees, hold stock and securities in a capacity CORPORATION 


other than that of bona fide owner. Herbert F 
Scobie, editor. Sworn to and subscribed before 99 FOURT A ENUE vA 
me this 16th day of October, 1951. (Seal). C. I CTH AYN NEW YORK N.Y 


Reilly, notary public. (My commision expires CAMADIAW PLANT: CANADIAN HOFFMAN MACHINERY CO. LID. NEWMARKET ONT 
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Acheson Colloids Corp 

Ajax Electrothermic Corp 

American Air Filter Co., Inc 

American Clay Forming Co 

American Lava Corp 

American Monorail Co 

Apex Smelting Co 

Archer-Daniels-Midland Co 
(Foundry Products Div.) Insicle 

Arrow Tools Inc 

Atlantic Chemicals & Metals Co 


Jackson Iron & Steel Co 
Keokuk Electro-Metals Co 
Kirk & Blum Mfg. Co 
Magie Bros., Inc 
Marshall, L. H., Co 
Mathieson Chemical Corp 
Back Cover 


Back Cover National Engineering Co 
8Y National Foundry Sand Co 
88 Ohio Ferro Alloys Corp 


Bakelite Co., A Division of Union Carbide & Carbon ¢ orp { Oliver Machinery Co 


Baroid Sales Div., National Lead Co 
Beardsley & Piper Div., Pettibone Mulliken ¢ orp 
Berkshire Chemicals, Inc 
Black, Sivalls & Bryson, Inc 
Carborundum Co., The 
Chicago Wheel & Mfg. Co 
City Pattern Foundry & Machine Co 
Cleveland Flux Co 
Cleveland Metal Abrasive Co 
Cleveland Quarries Co 
Cleveland Vibrator Co 
Corn Products Sales Co 
Crucible Manufacturers’ Assn 
Delta Oil Products Co 
Detroit Electric Furnace Div., Kuhiman Electric Co 
Dietert, Harry W., Co 
Dings Magnetic Separator Co 
Eastern Clay Products, Inc 
Electro Metallurgical Co., 
\ Division of Union Carbide & Carbon Corp 
Federal Foundry Supply Co 


Federated Metals Div... American Smelting & Refining Co 


Industrial Equipment Co 
Industrial Plants Corp 
International Nickel Co 


THERMOLAB 
TESTED SAND 


Here is a good way to be sure your impor- 
tant castings will come out of the sand in 
perfect condition. 


The above 5 foot Dryer Shell appears 
just as it came from the shakeout, clean 
and free from defects. 


Beloit Iron Works consider the Thermo- 


—~ C 
HARRY W. | : 


9330 ROSELAWN 


are 
COMPANY 


DETROIT 4, 


74 Orefraction Ine. 
7 Ottawa Silica Co 
Penola Oil Co. 


Pittsburgh Lectromelt Furnace Corp 


Research Corp 

Rietz Lumber Co 

Schneible, Claude B., Co 
Scientific Cast Products Corp 
Semet-Solvay Div., 
Stevens, Frederic B., Ine 
Stoller Chemical Co 
Tamms Industries 
laylor, Chas., Sons Co 


Fennessee Products & Chemical Corp 


Union Carbide & Carbon Corp 
Bakelite Co 
Electro: Metallurgical Co 
National Carbon Co 

U.S. Graphite Co 

U.S. Gypsum Co 


U. S. Hoffman Machinery Corp 


Vonnegut Moulder Corp 
Wiley, John & Sons, Inc 
A.F.S. Publications 


GENERAL Book Listinc 


Beloit tron Works, Beloit Wis., make Pe 


ton Dryer Shells witheut loss 


these 12 
n the Thermolab 


The Sand is tested daily i 


lab an essential part of their quality con- 
trol program. Savings in casting finishing 
operations alone, paid for the Thermolab 
in the first six months. 


High temperature sand testing and control 
in the Dietert Thermolabs is the key to 
high casting quality. 


ok Ba Bent EQUIPMENT 
SAND MOLD MOISTUR: 


CARBON SULFUR 


MICHIGAN 


National Carbon Co., A Division 
of Union Carbide & Carbon Corp 


Allied Chemical & Dye Corp 


No. 785 
THERMOLAB 


The Dietert Co. will be glad to explain 
how a Thermolab can help you. 


Write TODAY TO DEPT. A 


FOR DETAILS 
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A. F.S. Employment 
Service 








To contact 


“Help Wanted” or 


‘Position Wanted” advertisers, write 


to American Foundrymen’s Society, 
616 S. Michigan Ave., Chicago 5. 

In replying to “Help Wanted” 
advertisements applicants for jobs 
must send an outline of their expe 
rience and background. 


HELP WANTED 


HW569—Foundry Superintendent: for shop 
producing 500 tons carbon and alloy steel, 300 
tons electric iron and 150 tons brass pressure 
vessel castings per month. Must have broad and 
extensive experience in foundry operations 
proven administrative ability and good practical 
and technical background. Excellent opportunity 
with long-established company of best reputa 
tion. Reply in confidence giving full information 
as to age, background and experience as well 
as salary requirements 


HW574—Foundry Superintendent: for larg 
Middle West 


operations 


jluminum sand foundry in’ the 


Must be experienced in foundry 


HW579—Industrial Engineer: young, some 
fgundry experience. Must be tree to travel. Col 
graduate preferred. Mate qualifications, age 


HW580—Time Study Man: young, some 
foundry experience Will train suitable appli 
cant. Must be free to travel. State qualifications 
ige and salary 


HW581—Salesman: to call on Foundries and 
Allied Industries. Foundry Sands, Graphite and 
Miscellaneous Materials for Western Pennsylvania 
Fastern Ohio and West Virginia 


HW582—Assistant Superintendent: for Iron 
ind Steel Foundry of 400 emplovees. Preferably 
metallurgical engineering graduate 45-45 vears 
ot age broad experience foundry operation 
proven administrative ability. Good practical and 
technical background. Thorough knowledge sand 

core box, cleaning and 
Advancement to superin 
tendent when able to handle job. Reputable 


pattern, gate and riser 
finishing experience 


Midwest foundry. Compensation attractive 





FOR SALE 
}—Core Oven. Young Bros. Double Com 
partment. 1300 cu. ft 
I—1 ft. Rotary Shot Blast 


E. T. GREGORY & CO. 
15t North First St Nashville, Lenn 








METALLURGIST WANTED 
Experienced in Malleable Pipe Fittings 
for foundry in Israel. Reply in Confidence 
giving full details of experience, etc., to 


INTERNATIONAL FERMONT MACHINERY CO. 
115 Broadway New York 6, N.Y 





ENCINEERS—DRAFTSMEN 
Experienced in foundry layout, equipment 
details and specifications. Prefer experience 
in foundry plant engineering or material 
handling equipment. Write giving outline 
of experience and salary expected 

LESTER B. KNIGHT & ASSOCIATES, INC. 
600 W. Jackson Blvd Chicago 6, Ill 








SAND CUTTER FOR SALE 
AMERICAN WHEFLABRATOR 279-60", Mopri 
“M” SAND CUTTER 
Slightly-used, up-to-date model, good as new 
Contact 
NEENAH FOUNDRY COMPANY 
Neenah, Wisconsin 











Mark These Dates on Your Calendar 
May 1-7, 1952 
A. F. S. INTERNATIONAL FOUNDRY CONGRESS 








616 S. Michigan Ave. 





CONTACT THE FOUNDRY MARKET 


WITH THESE SERVICES 
@ Classified Advertising — Rate $10 per column inch 


@ Employment Service (Position and Help Wanted) — 
“Position Wanted" Ads $5. ‘Help Wanted"’ Ads $10. 


@ Professional Card Advertising for Engineers and Con- 
sultants — Rate $10 per column inch insertion 


American Foundryman 


Chicago 5 








PROFESSIONAL SERVICES 








Harold J. Roast 
F.1.M., F.C.S., M.E.1.C. 
BRONZE FOUNDRY CONSULTANT 
c/o Crown Trust Co. 
284 Dundas St. London, Ont., Canada 
Available Coast to Coast 





EARL E. WOODLIFF 
FOUNDRY SAND ENGINEER 
Consulting + «+ Testing 
14611 Fenkell (5-Mile Rd.) Detroit 27, Mich. 
Res. Phone Vermont 5-8724 


Y MANAGEMENT conmutanr 
gtd Wen tend Ge ta un, Gitwachan ° Wie 


There is no better time than NOW te review incentives, meth- 


eds, scheduling, production contro! end poperwork processes. 











Lester B. Knight & Associates, Inc. 
Member A.C.M.E 
Consulting Engineers 
Management * Sales * Production * Surveys 
Modernization * Mechanization 
600 West Jackson Bivd., Chicago 6, Ill. 
Eastern Office: Lester B. Knight and Associates 
30 Church St., New York 7, N. Y. 





METALLURGICAL 


CHEMISTS 
Accuracy 


CONSULTANTS 
Service 


ACCURATE METAL LABORATORIES 


2454 W. 38th St. © Phone: Vi 7-6090 © Chicege 32, til. 





CHEMISTS and METALLURGISTS 
Grey Iron Foundry Consultants 
Complete Foun Testing 
Established over 25 yeors 


A. H. PUTNAM COMPANY 
Rock Island, Illinois 











CASADONTE RESEARCH LABORATORIES 
Chemists, Metallurgists, and 
Foundry Consultants 

Complete Testing Faciliti 
2410 Lake Ave. N. Muskegon, Mich. 














W. G. REICHERT ENGINEERING CO. 
PROFESSIONAL FOUNDRY ENGINEERS 
Surveys * Modernization 
Operations * Management 
1060 Broad St. Newark 2, N. J. 
Industrial Bidg. 














PENCIL PERSPECTIVES 

DRAWN TO SCALE FROM 
BLUEPRINTS OR SHOP 

~ SKETCHES — FOR 
a CASTING 


ANALYSIS 


— 
> 


Vv. .. SHERMAN 
643 HILLSIDE 
GLEN ELLYN, HL 
PHONE 723-3 
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800K MEMBER 
NUMBER PRICE 


1 Alloy Cast Irons Handbook (2nd Edition). $2.75 
2 Aluminum Foundry Process Control (SAE) 1.00 
39 AFS Foundry Apprentice Course Outline... 1.00 


For Up-to-Date 
Authoritative Date 
on Engineering 
Properties of Cast 
Metals 


Putlished 

Exclusively é y 
AMERICAN 
FOUNDRYMEN’S 
SOCIETY 
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AFS Apprentice Training Standards.... 1. 
AFS “Transactions” Vol. 51, 1943 3.00 
AFS “Transactions” Vol. 53, 1945..... 4.00 
AFS “Transactions” Vol. 54, 1946..... 4.00 
AFS “Transactions” Vol. 55, 1947 4.00 
AFS “Transactions” Vol. 57, 1949..... 8.00 
AFS “Transactions” Vol. 8.00 
AFS “Transactions” Vol. 59 (8.11)... 8.00 
Analysis of Casting Defects 2.50 
Bibliography of Centrifugal Casting.... 1.50 
Cast Metals Handbook (3rd Edition).... 4.50 
Classification of Foundry Cost Factors.. 1.00 
Cupola Operations Handbook 6.00 
Cupola Research Reports. . . . 1.00 
Development of the Metal Castings 
Industry .... . 3.00 
Foundry Core Practice (2nd Edition). . . 6.50 
Foundry Cost Methods 1.50 
Foundry Dust Control. . ; 1.00 
Foundry Process Control—Ferrous A). 1.50 
Foundry Work (High School Text). . 1.76 
85-5-5-5 Test Bar Design 1.00 
Gating and Heading Malleable Castings. 1.50 
Gating Terminology Chart 10 
Graphitization of White Cast Iron..... 2.25 
Guide for Foreman Training Conferences 1.50 
Index to AFS “Transactions” (1930-1940) 1.00 
Malleable Foundry Sand and Core Practice 2.00 
Permanent Mold Costings Bibliography.. 1.50 
Recommended Good Practice Code and 
Handbook for Exhaust Systems.... 3.00 
Recommended Good Practices for Metal 
Cleaning Sanitation 1.25 
Recommended Good Safety Practices for 
the Protection of Workers in Foundries 1.25 
Recommended Practices for Grinding, Pol- 
ishing, Buffing Equipment Sanitation .60 
Recommended Practices for Industrial 
Housekeeping and Sanitation 1.00 
Recommended Practices for Sand Casting 
Aluminum and Magnesium Alloys... 1.00 
Recommended Practices for the Sand 
Casting of Non-Ferrous Alloys 
Tentative Code of Recommended Prac- 
tices for Testing, Measuring Air Flow. 1.00 
Gates and Risers for Castings (Penton) 6.00 
Non-Ferrous Melting Practice (AIME). . 
Risering of Gray Iron Castings, Research 
2.00 
Risering of Gray tron Castings, Research 
Report No. 2.. 2.00 
Graphite Classification Chart 25x38 in.) 1.25 
Engineering Properties of Cast.iron.... 2.25 
Sand Test Data for Steel Castings 


AMERICAN FOUNDRYMEN’S SOCIETY 
616 SOUTH MICHIGAN AVENUE 
CHICAGO 5, ILLINOIS 


Please send the books circled below. $ 


2 3 4 6 7 8 9 oy. «682 
13° (14 16 18 19 20 21 23 24 
26 29 30 31 32 33 35 36 
38 40 41 42 43 44 46 47 
59 


Address 
City _ 

Zone State 

Company 

AFS pays postage when remittance accompanies order. 


enclosed. 











dow much 


is a pound ? 





Lu of a core mixture 
(cereal, bentonite, wood flour, etc.,) 
do not have the same specific weights; therefore 
volume measurements can be misleading. The only 
way to tell how much material you're using is 


to weigh each addition of each item. 


Ww 
YS) PRODUCE BETTER CORES AT LOWER COST 


° ~ 
28 


Arcuer- 

Daniets- 
Mivtano 
COMPANY 


Foundry Products Division 
2191 West 110th Street 
Cleveland 2, Ohio 
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Research leadership back of every Ingot 


APEX SMELTING COMPANY 


